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oe the brush holders and 
rigging Tor instance... 


» 

Yes, let's take the brush holders and rigging in this H-VW-M generator... 
they’re fully insulated for longer life. Look, too, at the pigtail bar which 
eliminates current passage through springs and fingers. And the special 
copper graphite brushes—they give you optimum commutator efficiency. The 
molded “equaload” shunts distribute the brush load equally, minimizing 
selective action. And that’s only the beginning... 

All these exclusive improvements are the results of over eighty years of 
_ constant development...a continuing policy summed up in H-VW-M Pilate- 
manship—your working guarantee of the best that industry has to offer, not 
only in low-voltage generators, but in every phase of plating and polishing. 

@ 0336 


For technical information on low-voltage generators ask for Bulletin G-102. 
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Letter To A Plater 


Dear Jeff: 


So you’ve begun to notice it too! Yes, 've been aware of the trend for years. It began 
to dawn on me during the labor shortage days of World War Il. As a plater, with chrome 
sears to prove it, it gave me an awfully funny feeling at first. | suppose you and | are like the 
old-time carriage makers viewing the progress in auto building back in 1910. 

I agree that they are rather young, many of the men grabbing the good supervisory 
jobs in the finishing departments of large firms, and couldn't possibly have accumulated all 
the bits of information and know-how that go into the make-up of a good plater. If you 
mentioned Bower-Barff, they'd probably think you were barking at them and an ormolu finish 
would be familiar only to those who accompany their wives on a hunt for the antique 
clocks which are popular today. 


Sure, there are lots of good platers like you in the unenvious position of having to take 
orders from a process engineer who wouldn’t know a Flemish from an English bronze or what 
to do when the fields of a World generator reversed themselves and started deplating the work 
in the tanks. I'll bet there aren’t even a dozen of the younger group who've ever seen one of 
those old World and Giant machines in operation, with their sparking brass gauze brushes. 
Frankly, | would never have broached the subject to you, except that you are asking for my 
advice, as an old friend. You’ve got to face it, Jeff. These fellows have studied and learned 
something that is paying off. 

You were a plater for about ten years before we met and we've been friends for over twen- 
ty years now. Time sure does fly, doesn’t it? During those many years, you took courses in 
chemical analysis and in electrochemistry to round out your training and you learned almost 
every trick in the book. I would consider you fully qualified to handle any plating problem 
and, if there is a finish possible, I know you can produce it. That is the commodity you have 
for sale — your accumulated experience. Unfortunately, too many large employers have no 
need for this commodity today. 


Formulas aren’t trade secrets any more and large firms have a laboratory to analyze 
solutions, run tests and calculate maintenance additions. Operating on a large-scale, scientific 
basis, they almost never run into problems in which your knowledge and experience would 
show to advantage. The problems are not technical so much as they are supervisory. That, 
Jeff, is where the younger man has you beat! He knows very little about finishing, but he 
doesn’t have to know much. He does, however, know labor-management relations, incentives, 
record-keeping; he knows foremanship, and these are the acquirements that today have, and 
will continue to have, a high value to the large employer. 

When these can be found, along with technical know-how, in the person of a single indi- 
vidual, that individual need never worry about his position of respect and authority in the 
plant. Therefore, my friend, it looks like you are in for another session of evening study, a 
plater learning to be a supervisor. But don’t feel toe bad about it. Just think of the super- 
visor who is studying the subject of metal finishing, and the task he has set for himself. 


Sincerely yours, 
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Fortieth Convention 
Held Philadelphia 


ONGRATULATIONS and_ thanks 

are in order to Dr. Samuel Hei- 
man, newly elected third vice-presi- 
dent, and his hard working committee 
for putting on a most successful annual 
convention during the week of June 
15-18. 


From all reports everyone was 
pleased with the general program, 
which was well attended. Total regi- 
stration reached 1,362 exceeded only 
by the Chicago convention last year, 
which was accompanied by an exposi- 
tion. An unusually large and record 
breaking number of ladies (390) were 
present and participated in the pro- 
gram arranged by Mrs. Mary Robson 
and the Ladies’ Committee. 

A popular innovation this year was 
an informal Sunday night get-together 
to start proceedings off for the early 
arrivals. The weatherman gave this 
convention his blessing and cool, sunny 


days prevailed from Sunday through 
Thursday. 


At the opening session Mr. J. Harry 
La Brum, president of the Philadelphia 
Chamber of Commerce, spoke on “To- 
morrow’s Challenge in the Delaware 
Valley,” and Dr. William Blum spoke 
about his recent trip to Australia with 


- 


Mrs. Blum, touching on the highlights 
of the technical aspects of the industry 
and the cordial hospitality extended 
him by the people. He visited the three 
Australian Branches of the A.E.S., 
Sydney, Melbourne and Adelaide. Earl 
Merriman, who is connected with the 
Lawrence Smith Co., Ltd., represent- 
ing the Sydney, Australia Branch was 
introduced at the opening session. 


President Franklin J. MacStoker 
presented the Paper Awards as fol- 
lows: the Carl E. Heussner award to 
William C. Geissman and Robert H. 
Carlson for their paper, “Current Dis- 
tribution in Barrel Plating — a Statis- 
tical Study”; the A.E.S. silver medal 
to Ray F. Ledford and A. E, Dominik 
for their paper, “Comparative Wear 
Characteristics of Some Electrodeposit- 
ed Metals”; honorable mention award 
io Stanley L. Eisler for his paper, 
“Radioactive Isotope Dilution Method 
for Determining Sulfate Concentration 
in Chromium Plating Baths”; the 
chromium plating award to Lloyd Gil- 
bert, W. D. Morrison and F. H. Kahler 
for their paper, “Use of lon Exchange 
Resins in Purification of Chromic 
Acid Solutions”; and the precious 
metals plating award to Harold J. 


Wiesner for his paper, “Some Exper}. 

ences in Heavy Rhodium Plating.” 
Considerable interest was shown jp 

the branch finishes exhibits. Firs 


Dr. Samuel Heiman, general chairman and new 
3rd vice-president. 
award in the individual entries went 
to the Bell and Howell Company of 
Chicago, and second for an interest- 
ing display of finishes in the Far Fast. 
assembled by Ezra Blount of the Cin. 
cinnati Branch. Belmont Casket Com- 
pany of Columbus, Ohio took third 
place honors in the individual awards. 


A.E.S. officers at the opening session: F. J. MacStoker, Dr. Donald G. Foulke, Dr. G. P. Swift, Dr. R. A. Schaefer, Clyde Kelly, C. F. Nixon. 
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First place in the A.E.S. branch ex- 

yibits weat to Columbus and second 

place Soston. 

Business Meeting and Election 
of Officers 


Franklyn J. MacStoker presided 
over the Society’s annual business 
meeting on the closing day. In former 
vears it Was customary at this time to 
<elect the convention city for the next 


vear. which often resulted in some 


President MacStoker presenting a paper award. 


campaigning and roll call votes of the 
delegates. Nowadays, with all hotels 
booked months, and even years in ad- 
vance, and with the conventions so 
large that only certain hotels can 
handle the group, this problem of 
selection is a committee task. The line- 
up of future conventions is as follows: 


presid 


Top, Left to Right: Dr. Blum 


1954 — New York. Hotel Statler. 

1955 —- Cleveland (with an exposi- 

tion). 

1956 — Washington. 

1957 — Montreal. 

Of the larger groups, the New York 
Branch added the most new members 
during the year; Saginaw Valley of 
the intermediate, and Louisville of the 
smaller groups. 

In reporting on the growth of the 
Society, Dr. Ralph Shaeffer. now first 
vice-president, showed statistics por- 
traying the increase in organic finish- 
ing departments amongst member 
firms, and suggested that the editorial 
board give increased attention to this 
field. 

Clyde Kelly, now second vice-presi- 
dent, announced the awards for the 
branch exhibits, elsewhere reported. 

A proposal to amend the constitu- 
tion so as to permit wider freedom 
in selecting dates for annual conven- 
tions was passed. This was the idea 
of Charles Wise of the Cincinnati 
Branch. 

Dr. George P. Swift, now president. 
presented the budget for the new year. 
which was unanimously passed. It anti- 
cipates both increased income and in- 
creased expenses, 

The Board has accepted the resigna- 
tion of Dr. Donald Foulke as execu- 
tive secretary, effective July 1. Several 
candidates are under consideration 


and pending the selection of a new 
secretary, Walter Dietrich will carry 
on the work of the Society’s office. 

A resolution to expand the field of 
the Society to include other arts and 


es over research meeting aboard Delaware Belle. George Swift, George Wagner, George 


sciences related to plating was adopted. 
in line with the report of the member- 
ship committee and others. 

A resolution to suggest to the Fed- 
eral Government that the Bureau of 
Standards be set up as a_ separate 
agency not under the 
Commerce, was adopted and unani- 
mously passed. 


Secretary of 


A resolution was adopted to extend 
wishes for recovery to George B. Hoga- 
boom, stricken with a heart attack on 
ihe closing day of the convention and 
confined to a Philadelphia hospital. 
(We are pleased to announce that as 
we go to press George is recovering 
nicely. 

New officers sworn into their posts 
by Fred Fulforth follows: 
President, Dr. John P. Swift; 1st vice- 
president, Dr. Ralph Schaeffer: 2nd 
vice-president, Clyde Kelly; 3rd_vice- 


were as 


president, Dr. Samuel Heiman. 

Mr. George Schore reported pro- 
gress on the New York convention, to 
be held July 12-15, 1954 at the Hotel 


Statler. 


M.F.S.A. Elects Officers 


On the opening day, the Metal Fin- 
ishing Suppliers’ Association held their 
annual luncheon and business meeting. 
John Gumm, of the Frederick Gumm 
Chemical Co., gave the report of the 
nominating committee for the new 
slate of officers, who were unanimous- 
ly elected, as follows: President. Al 
Braun of Braun Organics, Inc., Long 
Island City, N. Y.: Ist Vice-President. 


Manson Glover, Glover Coatings Co.. 


Schore. George Hogaboom, 


. Blum and Ed Musick enjoying open house. Lower, Left to Right: Ellsworth Candee and Walt Pinner. Art Logozzo of Nutmeg Chrome Plating. 
Doc Brenner, Bureau of Standards. Typical branch exhibit. 
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The registration desk was a busy place Monday morning. 


Jack Haney, Charlie Berry 
hands at cards. 


Mr. & Mrs. Gerry Lux with Joe Ruff. 


* 


and Maurice Caldwell enjoying a low 


Malden, Mass.; 2nd Vice-President, 
Herman Struckhoff, Lasalco Mfg. Co., 
St. Louis, Mo.; 3rd Vice-President, 
Joseph Duffy, Pennsylvania Salt Mfg. 
Co., Philadelphia, Pa.; Secretary, A. 
P. Munning of Munning and Munning 
Co., Newark, N. J.; Treasurer, Thom- 
as A. Trumbour, Finishing Publica- 
tions, Inc., Westwood, N. J.; and Trus- 
tees, Charles Berry, Maas and Wald- 
stein Co., Chicago, Ill.; Earl Couch, 
Lea Mfg. Co., Waterbury, Conn.; and 
Ray Ledford, Industrial Filter and 
Pump Mfg. Co., Chicago, Ill. 

Charlie Berry, in the normal course 
of events, would have moved into the 
vice-presidency, but relinquished this 
post so that the elected officers would 
better represent the various divisions 
of the finishing industry. 

Resolutions were adopted support- 
ing the work of the A.E.S, to make 
for bigger and better conventions, with 
the financial burdens shared in the 
most equitable manner. Discussion of 
future plans followed the installation 
of the new officers. 


PHILADELPHIA MEMORIES 
By Joan T. Wiarda 


The social activities at Philadelphia 
were at an all time high. Dr. Samuel 
Heiman, general chairman, and Del- 
mar R. Robson, co-chairman, are cer- 
tainly entitled to the A.E.S. praises. 
Mrs. Delmar R. Robson and her most 
capable committee are entitled to the 
A.E.S. orchids. 

The Early Bird reception made a 
big hit. It was a wonderful get-together 
time for greeting old friends and mak- 
ing new ones. 

Monday afternoon the ladies were 
taken to the John Wanamaker store 
for tea and heard a very interesting 
talk by Mrs. Reba Miller, “Getting to 
Know Your Neighbors.” 

Monday evening was the usual I.F.C. 
Open House. Most of the “guys and 
dolls” attended the affair and certain- 
ly enjoyed the dining and dancing. 
Quoting the H.-V.W.-M. official conven- 
tion news, “Metal Finishing Suppliers’ 
Association deserves a rousing hand 
from every conventioneer for a thor- 
oughly enjoyable evening.” 

Tuesday, Oakite Products, Inc. spon- 
sored the Annual Aunt Ella Society 
Luncheon, and the ladies, as usual, 
enjoyed their host, Dave X. Clarin. It 
must be the “X” in his name that gives 
him all that “moxie” with the gals. 
After the luncheon the ladies went to 
the duPont Longwood Gardens. 
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Mrs. Franklin J. MacStoker, 


Wilfred S. McKeon, a founder of 
the MFSA. 


Al Braun, president MFSA, and 
Tom Trumbour. 


Thelma Nisch, George Nankerws 
and Dolores Bundschuh. 
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Dick Crane addresses the ladies’ 
educational session. 


Frederick Fulforth, educational 
chairman. 


Doc Kellner and trick ‘worm tie. 
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The Annual Golf Tournament which 
is sponsored by the M.F.S.A., also held 
on Tuesday, was enjoyed by over 
75 golfers, hackers and duffers. 


George P. Zurenda, Industrial Ser- 
vice Corp., Elmira, N. Y. shot a 78. 
He was low gross winner. Low net 
honors went to FE. J. Mahar, Atlas 
Powder Co., Stamford, Conn., with 66. 


Hats off to Joe Duffy, Chairman, for 
another well planned day of golf. 


Wednesday at noon the “Boys and 
Belles” boarded the “Delaware Belle” 
for a cruise down the Delaware River 
—as the H.-V.W.-M. news said, “nauti- 
cal but nice.” The boat trip was a 


terrific success. Everyone enjoyed the 


outing. The food was excellent and the 
music good. The Ladies Party was held 
on board, and as usual 345 women 
tried very hard for the awards. The 
J. J. Siefen Co. of Detroit, Mich., gave 
each lady a lovely Coro necklace, as 
well as a share in the “His and Her” 
watches—the lucky woman was Mrs. 
Joseph H. Farmer, Saginaw, Mich., 
and of course Joe, who is Division 
Supt. of Lufkin Rule Co., was “Her 
lucky Him.” W. Green Electric Co., 
New York, N. Y. presented each lady 
with the traditional double deck of 
cards. 


Thursday morning Earl Couch, 
president of Lea Mfg. Co., Waterbury, 
Conn., and Dick Crane, vice-president, 
were the men of the day. The ladies 
loved it, even though they had to get 
up for the 9:30 A.M. breakfast call. 
Dick Crane conducted the Ladies Edu- 
cational Session and they really tested 
the girls and learned, much to their 
surprise, that girls really know what 
their husbands are doing at the plant. 
Three teams were selected, Mrs. 
Creamer and Mrs. Hill, Mrs. Cogan 
and Mrs. Maxim, and Mrs. Swift and 
Mrs. Wise. The program was a take- 
off on the Groucho Marx TV program, 
and under the point system Mrs. Swift 
and Mrs. Hill were the winners. No 
one mentioned the secret word, which 
was bottle, selected, | believe, because 
of the constant use of bottles in labs 
and plants. The award for the secret 
word was a beautiful corsage (the 
flowers were lovely, but the four green- 
backs with good old Abe Lincoln’s 
picture made it very valuable). The 
Lea boys decided one of the girls 
should have it, and master James 
Stanek, son of Belke’s Ed Stanek, drew 
the lucky name, Mrs. Cogan. If I hadn’t 
lost my voice on Wednesday, I would 
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from John Siefen 


Mrs. Joseph H. Farmer receiving the award 
and Mrs. Siefen. 


Bill Chace and Mrs. Chace. 


Dr. Joe Kushner and Mrs. Kushner of the Kushner Electroplating 
School. 
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Hubert M. Goldman, Phillip Bruno, J. F. Buckman, Austin Fletcher, F. W. Kenyon, Arnold R 
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Mr. & Mrs. Ben Sax 


Mike Milo and T. R. Boggs, Norfolk and Western 
RR. 


H. C. irvin on the Delaware Belle. 


Cyril Kocour of Chicago. 


Frederick A. Infield. 


have made it exactly like Groucho’s 
program — I would have asked Dick 
his age. 

The Hanson-Van Winkle-Munning 
Co., as usual, published the Official 
Convention News, and as we all know, 
it is a very pleasant eye opener to 
find the news of our A.E.S. conven- 
tion under the door each morning (an 
excellent excuse to go back to bed 
and read it). Many loved ones will be 
framed in the very attractive Silver 
Lume plated picture frame given to 
each conventioneer by the Hanson-Van 
Winkle-Munning Co. The Hanson 
grand awards went to: Paul Glab, Mrs. 
Florence Morgan and Mrs. William 
Blum. 

Chandeysson Electric Co., St. Louis, 
Mo. and Heil Process Equipment Corp., 
Cleveland, Ohio, entertained their dis- 
iributors late Monday afternoon at 
well planned affairs. The guests had 
window seats for the big Philadelphia 
Flag Day parade. Sherman Goble, 
host for Federated Metals Div., Amer- 
ican Smelting and Refining Co., enter- 
tained his distributors very royally 
Tuesday evening in the Franklin room, 
but Philadelphia double crossed him 
and didn’t put on the parade. 

Congratulations Philadelphia — you 
can be proud of your chairmen and 
their committees. 


The “guess who picture” which appeared in the 
Convention Daily—our Mrs. Joan T. Wiarda. 
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ochman, D. R. Hartshorn, James A. Viola, John |. Martin 


The Belkes—father and son. 


F. A. Infield and William O. Haylon of General 
Electric. 


Harry L. Benner of Wilmington, De!. 
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eneral 


By George W. Grupp, washington, D. C. 


BOUT three years ago the Defense Department de- 
cided it should explore the possibilities of develop- 
ing a single metal protective coating for the steel in- 
ternal parts of aircraft engines. It wanted to know if 
it was possible to develop a single electroplated coat- 
ing which would be easy and economical of applica- 
tion at moderate temperatures and would possess the 
mechanical protective qualities of baked resins, the 
electrolytic protective properties of cadmium or zinc, 
and the non-galling characteristics of copper, lead, 
silver or tin. 

With this in mind the Defense Department author- 
ized the Materials and Process Division, Aeronautical 
Engineering Group, Overhaul and Repair Department, 
United States Naval Air Station at Pensacola, Florida, 
to first make a series of experimental tests with steel 
plates to determine the most suitable alloy protective 
coatings. 

Next the Division was authorized to experiment with 
these alloy protective coatings on the internal parts of 
over twenty different R-985, R-1340 and R-1830 models 
of aircraft engines. 

These tests were unheralded; and only recently were 
some of the findings of these experiments made avail- 
able. 

First a study was made of the various suitable 
metals which are easy and economical to apply as elec- 
trodeposited coatings. Next, an inquiry was made into 
the possibilities of producing a coating of the desired 
properties by alloying one or more metals which are 
anodic to steel such as aluminum, cadmium, chromium, 
magnesium and zinc, with one or more non-galling 
metals such as copper, lead, silver and tin. 

Aluminum and magnesium were rejected because of 
plating difficulties which would be encountered in their 
employment. Chromium was rejected because chrom- 
ium alloys have a tendency to become passive or 
cathodic to steel. 

Next, a study was made of the various systems of 
alloys such as zinc-silver; zinc-tin; copper-zinc-tin; 
copper-zinc-silver; copper-zinc-cadmium; and _ cad- 
mium-tin. 


Diffused Deposits 


These alloy coatings were produced by diffusion of 
the individually deposited metals at low temperatures 
to experimental steel plates for the making of various 
tests. 

The copper-zinc; copper-zinc-tin; copper-zinc-silver; 
copper-zinc-cadmium; and silver-tin alloy systems were 
found to have little or no possibilities as protective 
coatings with the desired properties. 


Experimental Plating of Internal Engine Parts 


Only the tin-zine and cadmium-tin systems possessed 
the characteristics of the desired coating. And the cad- 
mium-tin alloy coating was found to have superior 
qualities, since it gave greater protection to steel sur- 
faces. 

The cadmium-tin alloy coating can be easily applied 
to steel engine parts and the heat treatment at low 
temperatures does not produce injurious effects on the 
engine parts. It also provides the desired electrolytic 
and mechanical protection to steel surfaces. When 
cadmium and tin are applied separately they can be 
satisfactorily alloyed by diffusion in 30 minutes at 
temperatures from 329 to 333°F. 

Based on the findings with experimental steel plates 
the next step was the application of cadmium-tin and 
zinc-tin coatings to such aircraft internal engine parts 
as bolts, crankshafts, cam tracks, gears, hub assemblies, 
nuts, pinions, springs, valves and cylinder walls. 


Cylinder Wall Tests 


Let us follow through one series of tests with cylin- 
der walls. After the cylinder walls had been plated. 
the engines were placed in test stands and operated 
for eight continuous hours after which they were ex- 
posed to outdoor sea atmosphere at Pensacola for ten 
days with the engine heads up and the spark plug 
holes open. Untreated cylinder walls were covered with 
a film of rust over the entire surfaces. About 53 per 
cent of the total area was covered with a heavy film of 
rust. The results of the other cylinders, variously pro- 
cessed, were as follows: 


A. 0.00015” Nickel +- 0.00005” Zinc. Heat treated 
15 minutes at 700°F. and air cooled. 


The area extending 4 inches from the edge of one 
skirt was rust free. The upper 5 inches of the cylinder 
was covered with an excessive solid coat of rust. About 
147 of the total area was covered with a heavy film 
of rust. On a duplicate cylinder, the area extending 
3.5 inches from the edge of the skirt was rust free. 
The upper 5.5 inches of the cylinder bore was covered 
with an excessively heavy coat of rust. About 53% 
of the total area was covered with a heavy film of 
rust. - 


B. 0.0001” Nickel +- 0.0001” Zine. Heat treated 


15 minutes at 700°F. and air cooled. 

The area extending 2 inches from the edge of the 
skirt was rust free. The upper 7 inches of the cylinder 
bore was covered with an excessively heavy coat of 
rust. About 62°% of the total area was covered with 
a heavy film of rust. On a duplicate cylinder, the 
area extending 4 inches from the edge of the skirt 
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was rust free, except 2 sq. in. of rust about 2.5 inches 
from the skirt. The upper 5 inches of the cylinder 
bore was covered with an excessively heavy coat of 
rust. About 53% of the total area was covered with 
a heavy film of rust. 


C. 0.00015” Nickel 4+- 0.00005” Zinc. Heat treated 
15 minutes at 700°F. and air cooled. Followed 
by 0.0001” Tin. 


The area covering three-fourths of the circumfer- 
ence of the cylinder bore and extending from the 
cylinder head to between 14 and 1 inch from the edge 
of the skirt was rust free. In the remaining 1, of the 
bore’s circumference, an area extending 4 inches from 
the edge of the skirt was rust free. About 7% of 
the total area of this quarter section had a medium 
rust film and about 2.4% had a light rust film. 

On a duplicate cylinder, the area covering half of 
the cylinder bore’s circumference from the head to 
the edge of the skirt was rust free. The remaining 
half, an area extending 3.5 inches from the edge of the 
skirt was rust free. Only 28% of the total area of this 
second half was covered with a light film of rust. 


D. 0.0001” Nickel + 0.0001” Zinc. Heat treated 
15 minutes at 700°F. and air cooled. Followed 
by 0.0001” Tin. 


The area extending 4 inches from the edge of the 
skirt was rust free. The upper 5 inches of the cylinder 
was covered with an excessively heavy coat of rust. 
About 44% of the total area was covered with a 
heavy film of rust. On a duplicate cylinder, practically 
identical results were obtained. 


E. 0.00005” Cadmium :+- 0.00015” Tin. Heat treated 
15 minutes at 330°F. and air cooled. 


The area extending 7 inches from the edge . 
skirt was rust free. The upper 2 inches of the cy! ¢, 
was covered with a light rust film. In the area |, 
the compression ring travel, a significant amou: 4f 
the plating was present. About 18% of the total . », 
was covered with a light film of rust. 

On a duplicate cylinder, the area extending 5 jn | » 
from the edge of the skirt was rust free. In the |. 
5 to 6.5 inches from the edge of the skirt there , 4s 
a scattering of light rust bands. In the upper 25 
inches of the cylinder bore, light, isolated rust \ 
found. About 19% of the total area was covered \ \h 
light rust. 


F. 0.00005” Cadmium + 0.00015” Tin. Heat treated 
15 minutes at 330°F. and air cooled. Followed 
by 0.0001” Tin. 


The area extending 4 inches from the edge of ihe 
skirt was rust free. At a point 5 inches from the edge 
there was a %4 inch wide light rust band which ex. 
tended halfway around the circumference of the cylin- 
der bore. In the head and area of the cylinder, some 
light rust was found. About 9% of the total area had 
a light film of rust and 12% had a faint rust film. 

On a duplicate cylinder, about 24 of the bore area 
extending 8.5 inches from the edge of the skirt was 
rust free. The remaining 1% of the cylinder bore 
area, extending 4 inches from the edge of the skirt, 
was also rust free except for a 2 inch wide band 
showing a medium amount of rust. Some light rust 
was found in the head end area. About 9% of the 
total area was covered with a light film of rust and 
another 9% of the total area showed a faint film of 
rust. 

Table I outlines the procedures followed to produce 
the various finishes applied for the tests. 


Table I. 
Preparation, Plating and Post Treatment Sequence 


Type and Thickness of Deposit 
Pb 


Cd-Sn Sn Cr 

Ste Pp Operation 0.0001” 0.0001” 0.0002” 0.0002” 0.004-0.006” 

1. Degrease - x x x x x 

2.  Electroclean (anodic) x x x 

3. Water rinse x x x x 

5. Pumice Scrub x x x x x 

6. Water rinse pitielasy x x x x x 

7. Acid dip (inhibitor added) x x x x 

8. Water rinse dasa x x x x 

9. Cyanide dip - x x 
10. Anodic etch - 15 min.; 2 amp. /in.~ 
ll. Water rinse x 
12. ‘Plate Cadmium 

0.000025” x x Copper x 
Flash 
water x x x x x 
14. ‘Plate - Tin 
0.000075” x 

15. Water rinse - x x 
_ 30 minutes 3 hours; 375°F. 


330-340°F 


Note: When the parts were acid dipped for a longer period than 30 seconds they were baked for 3 hours at 375 | 
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Table I. 


Comparison of Hand and Automatic Sequence 


HAND OPERATION 


|. Vapor degrees (trichlorethylene) 

2. Remove carbon (cold C-86 stripper ) 

3. Water rinse 

|. Vapor blast (1250 grit) 

5. Dip in preservative oil (75% 1120 oil, 25% 
AN-VV-576A) 

6. Rack 

7. Vapor degrease (trichlorethylene) 

8. Electro clean (anodic) 

9, Water rinse 

10. Acid dip (5-10 seconds) 

1l. Water rinse 

12. Cyanide dip 

13. Tin plate (25 amp./ft.*, 160 seconds) 

14. Water rinse 

15. Cadmium plate (25 amp./ft.*, 84 seconds) 

16. Water rinse and dry 

17. Bake 30 minutes, 330°F. 


AUTOMATIC UNIT 


Vapor degrease (trichlorethylene 

Diphase soak (Note 1.) 

Spray wash (kerosene, 115°F., conveyor) 
Spray wash ( water, conveyor ) 

Spray wash (kerosene, room temp., conveyor ) 
Brush lightly if necessary 

Rust preventive oil 

Inspect and repair if necessary 

Vapor degrease (trichlorethylene ) 

Mask bearing areas and bushings 

Vapor blast (50/50 Novaculite abrasive, 100 and 
200 mesh) 

12. Remove masking and remask bearing areas 
13. Water rinse 

14. Spray rinse 


15. Electroclean (anodic) 

16. Water rinse 

17. Spray rinse 

18. Acid dip (10° by vol. sulfuric acid, 70 seconds) 
19. Water rinse 

20. Spray rinse 

21. Tin plate (25 amp. /ft.*, 205 seconds. Note 2.) 
22. Water rinse 

23. Spray rinse 

24. Cadmium plate (25 amp. /ft.*, 114 sec. Note 3.) 
25. Water rinse. 

26. Spray rinse 

27. Hot rinse 

28. Blow off with compressed air 

29. Remove masking material 

30. Bake 40 minutes, 340-345°F. 


Note 1. 
MIL-C-5546 compound 20 by volume 
Trichlorethylene 30 
Kerosene - 35 
Water 15 

Note 2. 


Sodium stannate 16 oz. /gal. 


Sodium hydroxide ] 

Sodium acetate 2 

100 vol. hydrogen peroxide 1.6 ml. /gal. 

Temp. - 160-170°F. 
Note 3. 

Cadmium oxide 3- 4 oz. /gal. 

Sodium cyanide 9-12 ” 

Sodium hydroxide l- 2 


Brightener as required 
Ratio total cyanide to cadmium 3.75:1 to 4:1 
Temp. - 70-90°F. 


Endurance Tests 


Now let us turn our attention to the endurance tests 
of 150 hours and 500 hours made with two over- 
hauled R-1830 engines. 


After these engines’ internal parts had been plated, 
they were placed in test stands and operated contin- 
uously for 150 hours. Next, they were cleaned with 
kerosene. Then, such parts as crankshafts, nose sec- 
tion gears, and piston pins were examined for evidence 
of galling or other injurious effects. None were found. 
The plating indicated no evidence of flaking or peel- 
ing but did show evidence of wear on moving con- 
tact parts such as gear teeth. 


Following this examination, the same two engines 
were given an additional 350 hours of continuous 
operation in the test stands. Inspection after a total 
of 500 hours of operation revealed that cadmium-tin 
alloy plated surfaces were still in good condition ex- 
cept those parts which were in constant wearing con- 
tact, such as gear teeth and cam tracks. 
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In other tests it was learned that it required only 
one ounce of cadmium and one ounce of tin to coat 
all the steel internal parts of ten R-1340 engines, or 
a combined weight of six grams of cadmium and tin 
per engine. 

During the test period the old style equipment of 
the plating shop at the Pensacola United States Naval 
Air Station was replaced with automatic equipment 
which proved to be highly satisfactory. The sequence 
of operations of the two methods is shown in Table II. 
With the automatic equipment it required only 8 man- 
hours of direct labor to perform operations 9 through 
30, with the automatic equipment plating and baking 
all internal parts of each engine. 

The overall conclusion of these experimental tests 
indicate that cadmium-tin alloy coatings, even under 
severe operating conditions, give reasonably satisfac- 
tory results. It was also found that, with reasonable 
care, cadmium-tin plated parts may be cleaned and 
handled during an engine’s overhaul period without 
damage to the coating. 
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ABOVE: Steel panels are examined as they emerge from 

multi-stage spray washing machine in the laboratories of th 
Industrial Research Department. The wide range of conditions 
possible in this seven-unit, multi-spray washer enables dupli. 
cation of practically any industrial washing cycle. 


LEFT: Consisting of seven completely independent units this 
spray washer is the only one of its kind in this country. The 
units may be disconnected, pulled out, reassembled, and the 


line shortened or lengthened to duplicate precisely any 
kind of washing cycle desired. 


BELOW: Zinc base die castings are visually inspected by 
a member of the staff of the Industrial Research Depart- 
ment after running them in a full size tumbling barrel 
using one of Wyandotte’s newer compositions. 
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OVE: A portion of the 18 cleaning, electrocleaning and 
troplating tanks of the Industrial Research Department. 
h electroplating tank has its individual rectifier and exhaust 


od, and all tanks are thermostatically regulated. An over- 
d monorai! aids in handling heavy parts to be cleaned or 
ted. 


HT: Members of the staff are shown operating the two 
its of the commercial size buffing and barrel finishing 
tallation in the Research Building. The buffing and bar- 
finishing laboratory provides facilities to attain any 
ired degree of surface finish on metals and alloys. 


LOW: A member of the staff of the Industrial Re- 


arch Department washes out a small rubber-lined 


bling barrel prior to investigating a new experi- 
ntal barrel finishing composition. 
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The Effect Chromium Plating 
the Fatigue Limit Conclusion 


By George M. Cabble, Jr. 


HEN the fatigue limits obtained are viewed cloce- 
ly, it can be seen that a number of interesting 
phenomena are present in some of the graphs. 


Graph 1: AISI 4340 Steel, Not Plated, Not Baked. 


This curve is a well-fitted curve, and well within the 
scatter band to be expected from this type of steel. 
Tests by the steel manufacturer show that the fatigue 
limits of steel from two consecutive heats varied by 
7.000 psi. The fatigue limit in this category was found 
to be 73,000 psi. This is somewhat below the fatigue 
limits found by the manufacturer. The difference might 
well be due to variations in heat treatment. 


Graph 2: AISI 4340 Steel, Plated Once, Not Baked. 


This curve, with the exception of one point, is a 
well-fitted curve. It appears within the expectation of 
normal scatter. The exceptional point which failed after 
228,000 cycles at a stress of 58,000 psi, might be ex- 
plained in one of two ways. This specimen was run 
almost two months after the first specimens of the 


group, and more than a month after the last previous 
specimen which ran out at the same stress, It is pos. 
sible that there is an aging effect due to the chromium 
plating process, although no mention of such has been 
found in the literature. The second possibility is that 
of a “freak” specimen. These “freaks” occur quite fre- 
quently in steels such as this. This curve gives a 
fatigue limit of 57,500 psi. This is a reduction of over 
21 percent from that of the unplated steel. 


Graph 3: AISI 4340 Steel, Plated Once, Baked Once. 


This also is a well-fitted curve with all points but 
one fitting it very well. This one point, again the last 
point run, falls considerably above the curve. It was 
stopped at 4,600,000 cycles, which is not a large 
enough number of cycles to say that it probably never 
would have broken. In fact, the machine was stopped 
because of excessive vibration caused by excessive 
deformation but not fracture, of the specimen. The 
point is probably an unsound one. The fatigue limit 
was therefore established at 72,500 psi which is a re- 


38 
° S-N CURVE 
AIS! 4340 STEEL 
a NOT PLATED, NOT BAKED 
G.M. CABBLE, JR. 
86 ° URBANA, ILL. i952 
oN, 
80 
° 
74 
3 
= 
68 
s 
62 
” 
WwW 
= 56 
” 
50 
44 
0.1 i 10 


CYCLES OF STRESS in Millions 
Graph 1. 4340 Steel, Not Plated, Not Baked. 


METAL FINISHING; July, 1953 


| 
| 
é { 
| 
| 
4 | 
| 
| 
| 
| 
= 
| 
| 
| 
| 
| 


METAL FINISHING, 


S-N CURVE 

AIS! 4340 STEEL 

PLATED ONCE, NOT BAKED 
G.M. CABBLE, UR. 

a URBANA, ILL. 1952 
| 
80 
» | 
74 | 
F “4 
668 | 
| 
| 
| 
v 
v 
| 
| 
50 | 
| 
44 

0.1 10 


CYCLES OF STRESS 


Graph 2. 4340 Steel, Plated Once, Not Baked. 


duction of less than one percent from the value for the 
unplated steel. Another way of stating this would be 
that the fatigue limit was reduced only three percent 
as much as it would have been if the steel had not 


been baked. 


Graph 4: AISI 4340 Steel, Plated Twice, Not Baked. 


This set of data is peculiar. The points at the higher 
stresses seem reasonably regular, but at lower stresses 
they are scattered. The scatter is large, giving a dis- 


persion band wider than usually found in this type of 
steel. It was finally decided to draw the fatigue limit 
at 50,500 psi. 

The irregularity of the points, if not due to normal 
scatter, might be due to any or all of three causes. One 
condition, about which nothing is known, is the effect 
of a second plating on the fatigue limit of steel. It is 
possible that this second plating, in addition to reduc- 
ing the fatigue limit, also introduces excessive scatter. 
Another possibility is that the irregularity is due to the 
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CYCLES OF STRESS in Millions 
Grzph 4. 4340 Steel, Plated Twice, Not Baked. 


simulated wear, that is, the buffing operation between 
platings. 

The third possible cause is an aging effect due to 
chromium plating which would further reduce the 
strength of the steel as the time after plating increases. 
There is insufficient evidence to make a definite conclu- 
sion in this regard, but the facts should be pointed out. 
The first twelve specimens were tested during the pe- 
riod three weeks to one month after shipment from the 


shops. The last seven specimens were tested during the 
period eight to ten days after shipment. Since both 
groups were sent by themselves and were not held up 
waiting for the other groups to be finished, it is safe 
to assume that the time between the last plating and 
shipment were approximately the same in both cases. 
There was then a difference in age of about two weeks 
at the time of test. All of the first twelve older speci- 
mens failed, nine of them at stresses between 51,(00 
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Graph 6. Comparative Graph of All Tests. 


and 55,000 psi. Of the six tested specimens in the 
younger group, five ran out at these same stresses 
and one failed at 55,000 psi. This evidence is not con- 
clusive because of the possibility of other variables 
being present, but it must be considered. 


Graph 5: AISI 4340 Steel, Plated Twice, Baked Twice 


In this curve the scatter characteristic of the previous 
set of data is even more evident. There is a break and 
a runout at 75,000 psi stress. At 71,000 psi stress there 
is a break and two runouts. In view of the inconsistent 
data, the fatigue limit was placed below the lowest 
value of stress at which there was a break regardless 
of the number of runouts at that stress, a value of 
69,500 psi. This means that the fatigue limit of this 
steel plated twice and baked after each plating is 95 
percent of that of the unplated steel. 

The pecularity of excessive scatter which occurs in 
this curve does not seem to be a result of an aging 
factor because the break and the runout at 75,000 psi 
were both run on the same day, and the break and one 
runout at 70,000 psi were run within two days of each 
other. 

The scatter might have been caused by the buffing 
operation between the first and second platings. An- 
other possible cause is the second plating on top of the 
first. 


Graph 6: Comparative Plot of All Data. 


This is a plot of all the previous graphs put in one 
figure to show better the relationship between the var- 
ious sets of data. 

The percentage of reduction in fatigue limit due to 
a single chromium plating found in this investigation 
agrees quite closely to those found by most previous 
investigators. 
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RARIES 


Electrodeposition Tin Nickel Alloys 


Further experimental work, completed since the origi- 
nal paper was published on the electrodeposition of 
tin-nickel alloys from chloride-fluoride baths, has pro- 
duced some interesting new information. With the kind 
permission of The Electrochemical Society, we have 
condensed for our readers the paper recently presented 
by J. W. Cuthbertson and N. Parkinson of the Tin 
Research Institute, together with H. P. Rooksby of the 
General Electric Co., Ltd., and published in the Journal 
of the Society. 


Introduction 


A METHOD of codepositing tin and nickel in rough- 
ly equal atomic proportions was described re- 
cently by one of the present authors.’ The solution used 
contained stannous chloride, nickel chloride, am- 
monium bifluoride, and sodium fluoride, and_ the 
codeposition was dependent on the complexing action 
of the fluorides whereby the deposition potentials of 
the tin and nickel were brought sufficiently close to 
enable an alloy plate to be deposited. Much fundamental 
work was done in perfecting this process, and as the 
first report described only the essentials necessary to 
understand its technology it was thought that a 
description of the detailed research carried out might 
be of interest. The theory of alloy plating is still in 
the elementary stage, and most, if not all, of the suc- 
cessful processes of this type have been evolved by 
trial and error. The present process is not a complete 
exception to this, but its perfection is partly attributable 
to theoretical reasoning. Moreover, the experimental 
work, particularly that completed since the original 
paper was written, has shed some interesting informa- 
tion on the theory of alloy plating, suggesting that 
in this particular case an entirely novel mechanism 
of deposition is functioning. 

Chloride-fluoride electrolytes will not deposit tin- 
nickel alloys over the whole composition range. It is 
a feature of these electrolytes, and apparently also of 
a more recently examined acetate type of electrolyte. 
that they favor the deposition of tin and nickel in 
roughly equal atomic proportions. With difficulty, it 
is possible to deposit alloys of other than this basic 
composition, the limiting tin contents being about 
40 per cent and 90 per cent, respectively. It would not 
be practicable, however, on a commercial basis, to use 
either of these electrolytes for depositing plate of 
other than the above standard composition. 


Principles of the Plating Process 


It is quite possible to codeposit tin and nickel from 
mixed simple salt solutions but under conditions more 
suited to the research laboratory than to the works. 
Parkinson has shown that while the difference between 


the normal electrode potentials of stannous tin and 
nickel is only about 0.1 volt the addition of stannous 
chloride to a nickel chloride solution causes the nobility 
of the cathode to increase rapidly until a point js 
reached where the cathode potential coincides with tha) 
for a simple acid stannous tin electrolyte. The mixed 
electrolyte then deposits almost pure tin. To deposit tin 
and nickel simultaneously from such solutions, the ratio 
of nickel to tin in the electrolyte must be maintained 
at a much higher value than their ratio in the deposit. 
Any change in the metal content of the electrolyte wil! 
then be accompanied by a much larger change in the 
composition of the deposit, and control of the latter 
within close limits becomes difficult or impossible. 
Parkinson has also shown that there are other objec- 
tions to mixed simple salt baths. 


By complexing the tin ions and the nickel ions or 
both, it is possible to bring the deposition potentials 
for tin and nickel close together and also, by the choice 
of a suitably complexing medium, to reduce the high 
acidity which necessarily characterizes straight stan- 
nous salt electrolytes. 

Fluorides are known to exert a strong complexing 
influence on stannous tin ions in acid solution, and 
one electrotinning solution depends on this for its suc- 
cess.” In the present work various complexing agents 
have been tried but, with the exception of an acetate 
type of electrolyte that has not yet been fully investi- 
gated, the best results have been obtained from fluor- 
ide-containing electrolytes. A process based on such an 
electrolyte has been perfected and is now coming into 
commercial use in Great Britain. The composition of 
the electrolyte decided on for development and referred 
to as the standard electrolyte is as follows: stannous 
chloride, 50 g./l.; nickel chloride, 300 g./l.; sodium 
fluoride, 28 g./l.: ammonium bifluoride, 35 g./1. 


Effect of Surface Active Agents 


It has been shown earlier that many surface active 
agents when added to the standard tin-nickel electro- 
lyte, unless present in very small concentrations, in- 
hibit the deposition of nickel except at low current 
densities. This effect has been further examined for the 
substance Lubrol W, a cetyl-alcohol polyethylene-oxide 
condensate, which is known to function satisfactoril\ 
as an addition agent in stannous chloride electrolyte- 

The addition of 2 g./l. of Lubrol W to the standar: 
tin-nickel bath completely suppresses the deposition «' 
the nickel and only a dull tin deposit is obtained. | 
very small amounts Lubrol W acts as a brightener an: 
does not interfere with alloy formation but the quan 
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tity permitted is so small that the use of this detergent 
could not be recommended safely. 


Effect of Bath Composition on Composition 
of the Deposit 


Cathodic polarization curves give some indication 
of the manner in which the composition of the deposit 
may be expected to change with variation in the con- 
centration of each constituent of the electrolyte. The 
effects of the variables of the process on deposit com- 
position have already been outlined by Parkinson. A 
fuller examination of the effect of varying the ratio of 
tin to nickel in the electrolyte and of varying the fluor- 
ine concentration of the electrolyte has since been 
made, 


Varying the Tin-Nickel Ratio in the Bath 


A solution containing 50 g./l. of stannous chloride, 
28 g./l. of sodium fluoride, and 35 g./l. of ammonium 
bifluoride was prepared and varying amounts of nickel 
chloride were added thereto. Deposits were made over 
the current density range 5-40 amp. /ft.*. The results 
obtained are summarized in Table I. The figures re- 
corded are the average of from two to four tests in 
each case; there was very little scatter between the 
individual test results in each group. 


TABLE I. Effect of tin-nickel ratio in electrolyte 
on deposit composition 


(Temperature: 65°C) 


Per cent tin in deposit at a current density of: 


NiCle, g/l 
5 amp/ft? | 15 amp/ft? 24 amp/ft? | 40 amp/ft? 
20 
60 | 70.5 76.5 79.0 — 
100 |. 73.6 .| 92.3 
150 | 66.8 69.8 72.3 — 
200 | 65.5 66.5 | 68.5 _ 
300 | 63.3 64.8 | 65.8 | 63.3 
400 | 62.8 64.8 | 62.3 63.0 


Except at the lowest concentrations of nickel, the 
composition of the deposit remains fairly constant over 
the range examined. Over the range 60-150 g./l. of 
nickel chloride there is a tendency for the amount of 
nickel in the deposit to decrease as the current density 
is increased. Over the whole range the amount of 
nicke| deposited increases, at first rapidly but later 
very slowly, as the concentration of nickel chloride is 
increased, For the standard solution containing 300 
g./l. of nickel chloride, changes in current density and 
in nickel chloride concentration have little effect on 
deposit composition. 


Varying the Fluorine Concentration 


Using a solution containing 50 g./l. of stannous 
chloride and 300 g./l. of nickel chloride, the effect of 
varying the sodium fluoride concentration was studied. 
This solution contained no ammonium bifluoride and 
therefore no adventitious hydrofluoric acid; the effect 
of free hydrofluoric acid concentration was examined 
independently. The results obtained are shown in Table 
Il from which it is seen that an increase in sodium 
fluoride concentration is accompanied by a decrease in 
the tin content of the deposit. 
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TABLE II. Effect of sodium fluoride coneentration on 
deposit composition 
(Temperature: 58°C; current density: 24 amp/ft?) 


Sodium fluoride, g/l 


Per cent tin in deposit 


20 72.5 
40 68.0 


60 62.5 


The effect of hydrofluoric acid concentration was 
determined by varying the concentration of acid in a 
solution containing the above amounts of stannous 
chloride and nickel chloride along with some ammon- 
ium bifluoride. The solution was initially made up to 
contain 38 g./l. of ammonium bifluoride, correspond- 
ing to 12 g./l. of free hydrofluoric acid: further addi- 
tions of 2, 4, and 8 g. |. of acid were made. Table III 
shows that variation in the free acid concentration 
over the range concerned has no marked effect on 
deposit composition; as the acid concentration in- 
creases the amount of tin in the deposit slightly dim- 
inishes. 


Varying the Temperature and Current 
Density 


The effect of these variables was dealt with in the 
original paper. Summarizing here, variation in the tem- 
perature from 45° to 70°C. and in the current density 
from 18 amp./ft.2 to 36 amp. /ft.* has little effect on 
deposit composition. The brightness of the plate falls 
as the temperature is reduced, however, unless the cur- 
rent density is also reduced, and in practice the tem- 
perature should not be allowed to fall below 60°C. 


From the above results it will be appreciated that 
it is not easy to deposit tin-nickel alloy plate over a 
wide composition range from the type of electrolyte 
under consideration. As information on the structure 
of deposits covering as wide a range of composition as 
possible was wanted, an attempt was made by modify- 
ing the composition of the electrolyte to deposit plate 
of other than the standard composition (65 per cent 
tin, 35 per cent nickel). By resorting to the solutions 
given in Table IV it was possible to obtain deposits 
having limiting tin contents of 42 per cent and 72 per 
cent, respectively; further work has since enabled the 
upper limit to be extended to 87 per cent of tin but not 
for bright plate. It is remarkable that the change in the 
composition of the deposit is always relatively much 
smaller than the change in the tin/nickel ratio in the 
electrolyte. Also, a change in the cathode current den- 
sity does not greatly alter deposit composition. unless 
the solution is relatively low in total metal content. In 


TABLE III. Effect of free hydrofluoric acid concentration on 
deposit composition 
(Temperature: 58°C; current density: 24 amp/ft*) 


Free hydrofluoric acid, g/1 Per cent tin in deposit 


12 | 73.0 
14 71.5 
16 71.0 
20 70.0 
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Table IV the effect of current density is only marked 
for solution (a) which contains much less metal than 
solutions (b) and (c) and appreciably less than solu- 
tion (d). 


Throwing Power and Conductivity 


Throwing power means rather more in alloy plating 
than it does in the deposition of a single metal. The 
term embraces the following considerations: (a) dis- 
tribution of metal thickness over the surface of an ir- 
regular cathode, i.e., conventional throwing power; 
(b) variation in the composition of the deposit over 
the surface of an irregular cathode (hereafter referred 
to as composition throwing power) ; and (c) variation 
in the brightness of the deposit over the surface of an 
irregular cathode (hereafter referred to as brightness 
throwing power). 


TABLE IV. Effect of elecirolyte composition and current 
density on deposit composition 
(Temperature: 65°C) 


Composition | electrolyte, |Current density,| Per cent tin 


amp/ft? in deposit 
(a) SnCh., Zi 16 60 
NaF ll : 
NH,HF;, 15 32 42 
NiCl., 6H,O 180 
(b) SnCl,, 2H.0 100 
NaF 75 16 62 
NH,HF; 100 
NiCl:, 6H,0 500 32 59 
(c) SnCl,, 2H:O0 100 16 72 
Nik‘. 75 40 72 
NiCl:, 6H:O0 325 
KCl 100 64 66 
(d) SnF, 50 24 64 
NaF 75 40 61 
NiClh:, 6H:0 200 64 51 


Previous work has established that the composi- 
tion throwing power and brightness throwing power 
are excellent. No significant variation either in com- 
position or brightness has been observed on irregular 
cathodes when plated in a clean solution. Contaminated 
electrolytes do not give fully bright deposits, but the 
variation in brightness is not then related to the un- 
avoidable variations in surface current density but 
rather to the geometry of the work insofar as certain 
surfaces are more favorably placed than others to col- 
lect foreign matter. Even under these conditions the 
composition throwing power remains at a high level. 

The thickness throwing power was measured quan- 
titatively by using the bent cathode test. Cathodes bent 
at a right angle were plated in the standard tin-nickel 
solution under conditions calculated to give a deposit 
thickness of 0.0005 in. based on the total cathode area. 
After plating, the tin-nickel coating was protected by 
an overlay of 0.02 in. of electrodeposited copper and 
the cathodes were then sectioned and the thickness of 
the alloy plate measured under the microscope. 
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DEPOSIT THICKNESS, INCHES 
Figure 1. Throwing power test, showing distribution of deposit 
on bent cathode placed symmetrically with respect to anode. 

The results obtained for two different sets of condi- 
tions are summarized in Fig. 1 and 2. Except at the 
extreme edges of the cathodes, where the thickness of 
the plate approaches twice the average, and at the 
back of the bend where the thickness diminishes to 
about 0.0001 in., the thickness distribution is seen to 
remain very constant; it is particularly noteworthy that 
so much alloy has deposited on the remote surfaces of 
the cathode. Few, if any, other electrolytes are capable 
of simulating this performance. 

It was decided to supplement these tests by calcu- 
lating the throwing power and it was therefore neces- 
sary to determine the conductivity of the electrolyte. 
Conductivity measurements were made over the tem- 
perature range 40°-65°C. with the results shown in 
Fig. 3 which includes a comparison curve for a 
straight nickel chloride solution. Of the two solutions 
the tin-nickel electrolyte has a somewhat higher con- 
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Figure 2. Throwing power test, showing distribution of deoosit 
on bent cathode placed unsymmetrically with respect to 2 ode. 
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ducti ity, its specific conductivity at 65°C. being 0.29 
mhos per cm.*. 
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Figure 3. Variation of conductivity with temperature for the 
standard alloy plating electrolyte and for a nickel chloride 
electrolyte. 


TABLE V. Throwing numbers for some common 
plating baths 


Electrolyte N Source of information 
Tin-nickel _. 0.0145 Authors 
Silver cyanide _ 0.023 Gardam* 
Copper sulfate 0.0115) 
Nickel chloride 0.0067 ee 
Watts type nickel 0.0024( Wesley and Roehl? 
Hard nickel - 0.005 
Gardam’s throwing number, N, was calculated 
b 
from the formula N — — where p is the specific 
2p 


resistance of the electrolyte and 5b is a constant. 
For the tin-nickel electrolyte at 65°C., 6 = 0.1 and 
1 
p = —— = 3.45, hence N = 0.0145. This is a high 
0.29 
value, as is evident from the values of \ for various 
electrolytes given in Table V. 

For bright, or almost bright plate, as normally 
obtained from the standard electrolyte, the effect of 
current density on deposit composition is negligible. 
The composition throwing power in practice is so 
good that analytical checking of deposit composition 
is not necessary. If, through the electrolyte getting out 
of balance, the deposit becomes dull, plate composition 
may vary with current density to some extent, but even 
in extreme cases there is not much departure from 
the equi-atomic deposition rate. 

The brightness throwing power is generally high. 
Slight variations in brightness may occur over the 
surface of irregular cathodes. 


Effect of Various Cations on Internal Stress 
in the Deposit 


Electrodeposited tin-nickel alloy is an intermetallic 
compound and consequently is fairly hard, the hard- 
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ness of deposits of the standard composition being 
around 700 on the Vickers diamond scale. Like many 
such compounds the alloy is inherently somewhat 
brittle but, provided the plate is free from internal 
stress, the brittleness is not sufficient to impair its 
serviceability or to cause the coating to flake under 
impact. Owing to the brittleness, however, it is not 
possible to fabricate by sharp bending sheet material 
plated with tin-nickel, as the compressive stress induced 
in the coating on the inside of the bend usually causes 
some of the plate to flake off. 

To give serviceability the plate must be deposited 
in a stress-free condition. The amount of stress in ihe 
plate and also its brightness vary with the nature 
of the foreign cations that are necessarily present in 
the electrolyte. These cations are unavoidably intro- 
duced via the fluoride additions and may be H 
Na*, K*, or NH4*: they may be present either in- 
dividually or collectively, according to the nature of 
the fluoride or fluorides employed. Tin-nickel plate 
of constant composition can be deposited from a 
mixed chloride electrolyte containing any one or alter- 
natively containing two, three. or even all of these 
cations, but an acceptable deposit from the viewpoint 
of stress and brightness is not obtained in every 
instance. 

An examination was made of the effect of ihese 
cations on the properties of the plate. Tests were 
carried out using a solution containing 50 g. |. of 
stannous chloride and 300 g./l. of nickel chloride to 
which the following additions were made: (a) so- 
dium fluoride, ammonium bifluoride, and hydro 
fluoric acid; (b) potassium fluoride and hydrofluoric 
acid: (c) sodium fluoride and hydrofluoric acid: (d) 
ammonium fluoride and hydrofluoric acid. In each 
case the solution was adjusted to a total fluoride con- 
tent of 38 g. of F. per liter, of which 12 g./l. was 
present as hydrofluoric acid. 

The magnitude and nature of the stress were esti- 
mated by depositing 0.0005 in. of tin-nickel alloy on 
one side of a copper strip measuring 6 x 1 x 0.005 
in. The strip was held rigidly at the upper end and 
the stress was determined qualitatively from the curva- 
ture, if any, induced by the deposit. This test was 
reasonably reproducible and served as a useful indi- 
cation of the relationship between the nature of the 
foreign cations and the stress. 

With the exception of solution (a), all the remain- 
ing solutions gave stressed deposits. Solution (b) gave 
the greatest amount of stress. Solutions (b) and (c) 
induced a compressive stress while solution (d)_in- 
duced a tensile stress of roughly the magnitude of 
that observed for solution {c). Solution (a) gave 
substantially stress-free deposits. It thus seems that 
stress is associated with the presence of the ions 
K~, Na+, NH4*+. Hydrofluoric acid itself at the con- 
centrations used does net induce stress but can do 


so if present in amounts exceeding 12 g./l., and for 
this reason care should be taken not to allow the 
free acid concentration greatly to exceed this limit 
in practice. 

The fact that solution (a) does not induce stress 
is attributed to the presence of both Na* and NH*, 
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A balanced reaction results, the negative stress in- 
duced by the sodium ions being neutralized by the 
positive stress induced by the ammonium ions. The 
reasons underlying the effect of these foreign ions 
on stress are not known at the moment and further 
investigations are being conducted. 


Effect of Various Cations on Brightness and 
Appearance of the Deposit 


These tests suggest that the brightness of the plate 
depends on the nature of the fluoride present, that is, 
on the nature of the cation associated with the fluorine 
anion. Further work was undertaken to find the most 
desirable fluoride or fluorides from the viewpoint of 
the brightness and general appearance of the plate. 

Using an electrolyte containing 50 g./l. of stannous 
chloride and 300 g./l. of nickel chloride with some 
free hydrofluoric acid, the effects of (a) sodium 
fluoride, (b) ammonium bifluoride, (c) sodium 
fluoride and ammonium bifluoride in equal amounts, 
and (d) potassium fluoride, were examined. As 
previous work had shown that the presence of hydro- 
fluoric acid was always desirable no tests were made 
in acid-free electrolytes. In each of the above groups 
tests were carried out at fluorine concentrations of 
1.0M, 1.5M, and 1.75M; this does not include any 
fluorine derived from the hydrofluoric acid which, 
for each concentration of alkali metal or ammonium 
bifluoride, was adjusted to 4, 8, 12, and 16 g./l. This 
makes 48 electrolytes in all. Brass panels, measuring 
3 x 2 in., polished on one side, were plated at 9, 18, 
and 36 amp./ft.” in each electrolyte; the temperature 
in’ every case was 64°C. and the electrolytes were 
agitated during deposition. The appearance of the 
plate was assessed by visual examination. 

Owing to the high reflectivity of many of the 
samples it is extremely difficult to obtain an in- 
formative photograph of them. The following com- 
ments, however, summarize the results of the visual 
examination. 

1. For the metal concentrations used, the fluorine 
concentration, not including the fluorine from the 
hydrofluoric acid, must exceed 1.0M for satisfactory 
deposition. 

2. Potassium fluoride at all concentrations, ir- 
respective of the hydrofluoric acid concentration, 
gives a plate that is neither as bright as is desirable 
nor as bright as can be obtained from the use of 
other fluorides. 

3. Ammonium bifluoride behaves similarly to po- 
tassium fluoride, but is less satisfactory. 

4. Sodium fluoride along with free hydrofluoric 
acid over a certain concentration range for each gives 
excellent bright plate over the whole of the current 
density range investigated. 

It thus appears that the sodium ion is at least 
partly responsible for the brightness of the plate. 
This is confirmed by the observation that solutions 
containing ammonium bifluoride alone, which nor- 
mally produce semibright plate, can be made to 
deposit fully bright plate by adding to them either 
sodium fluoride or sodium chloride. 

From the brightness viewpoint the presence of 
ammonium bifluoride is not really essential. The addi- 
tion of the ammonium salt is advisable, however, for 


the reason given in the preceding section. Als her, 


is some evidence that solutions containing both — jy), 
fluoride and ammonium bifluoride are rathe 
tolerant of metallic impurities, particularly _, per, 
than those containing sodium fluoride and |) 
acid. 


Anodic Replenishment of the Electro! 

The tin-nickel process is at present being 0))-1 ted 
with tin and nickel anodes used simultaneous!, and 
supplied by separate circuits. The difference by cep 
the anode potentials of the tin and nickel under 
properly balanced conditions does not excee! 
volt which suggests that it might be possible to feed 
all of the anodes from a single current source. Some 
measure of success has been obtained with a single 
anode circuit but the dual circuit system is generally 
to be preferred. The dual system facilitates control 
and enables accurate replenishment of the electrolyte 
to be effected. There is a tendency for a tin-nickel 
alloy containing about 76 per cent of tin to deposit 
chemically on the tin anodes, whether the bath js 
working or not. These anodes must therefore be bagged 
to retain the resultant sludge. The amount of sludge 
formed in terms of work plated is comparatively small, 
and the sludging has no deleterious effect on the 
cathode deposit. 

Alternatively, operation with alloy anodes is a 
possibility. Cast anodes containing the same amounts 
of tin and nickel as in the cathode deposit have a 
duplex structure, consisting of NigSny +- NigSn,y. Such 
a structure is unsatisfactory as the NigSny is dissolved 
preferentially. A single phase structure appears to be 
essential, and this limits the available alloys to either 
NigSny or NisSn. Neither of these compounds cor- 
responds exactly in composition to the deposit (which 
is approximately NiSn) and, although each compound 
dissolves smoothly in the electrolyte without the forma- 
tion of sludge, neither compound enables the electro- 
lyte to be kept completely in balance. Alloy anodes 
have not been tested outside the laboratory where a 
true assessment of their performance is complicated 
by the high drag-out from small tanks. From work 
already done it is thought that anodes consisting of 
NigSng might prove satisfactory in practice while 
the evidence is that NisSny is less promising. The use 
of NisSnz anodes leads to a steady fall in the tin con- 
tent of the electrolyte. On the other hand, Ni,Sn, 
contains proportionately more tin than the deposit 
and would be expected to lead to enrichment of the 
electrolyte in tin, but since some tin is lost through 
oxidation the balance may prove to be partly re- 
dressed. Unfortunately, NisSn, cannot be made merely 
by casting. The cast alloy has a duplex structure 
and prolonged annealing out of contact with air is 
necessary to convert the cast structure wholly to 
NigSng. 

Ideally, alloy anodes of composition NiSn are 
wanted but, apart from electrodeposition, no means 
of making such an alloy is known at present. It is 
possible that powder metallurgical methods might 
enable a suitable alloy to be produced and this line 
of approach is being considered. The main advan- 
tages accruing from the use of alloy anodes are 
reduction or elimination of anode sludging and sim- 
plification of electrical control. 
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General Discussion 


\lthough some relevant information has been col- 
.cted it is impossible at this stage to advance other 
than a tentative theory of the tin-nickel alloy plating 
srocess. 

The following facts have been firmly established: 
_a) the chloride-fluoride electrolyte favors the co- 
deposition of tin and nickel in equal atomic propor- 
tions: (b) an entirely different electrolyte containing 
the two metals as acetates when operated at tem- 
peratures about 65°C. has been found to produce 
bright tin-nickel alloy plate of the same composition 
as that obtained from the chloride-fluoride electro- 
lyte. Both of these electrolytes deposit a_tin-nickel 
alloy chemically by direct immersion on tin. 

It is difficult to explain the constancy of composi- 
tion of the cathode deposit and the chemical deposition 
of tin-nickel on tin by any mechanism other than one 
involving the presence in these electrolytes of some 
complex ion containing both tin and nickel. There 
is some further evidence supporting this possibility. 
When making up the tin-nickel electrolyte it is cus- 
tomary first to dissolve the nickel chloride in water 
and then to add the fluorides and stannous chloride 
in that order. When about half of the fluoride addi- 
tions have been made the solution often becomes 
turbid and develops a tendency to precipitate nickel 
salts. On adding the stannous chloride the solution 
becomes clear and if more fluoride is added the 
turbidity does not reappear. It is suggested that this 
solubility effect is consistent with the presence of a 
tin-nickel complex. 

The fact that a tin-nickel alloy cannot readily be 
deposited from a stannous chloride-nickel chloride 
bath except in the presence of fluorine suggests that 
the fluorine ion must in some way be bound up with 
the tin-nickel complex. Mixed fluorides of tin and 
nickel are well known, and it may be significant that 
light green crystals of a previously unreported 
compound of this type having the formula NiF»2SnF. 
6H.O have been isolated from the tin-nickel electro- 
lyte. The high throwing power of the tin-nickel elec- 
trolyte in respect of both thickness and composition 
further suggests that deposition does not occur di- 
rectly from tin and nickel ions. Although the com- 
plexing effect of fluorides has been shown to be much 
more marked for a straight stannous chloride solution 
than for a straight nickel chloride solution there is 
evidence of complex formation in the latter case. 
The view that in the standard alloy plating bath both 
the tin ions and the nickel ions are complex is therefore 
not inconsistent with the experimental results obtained 
for straight solutions. 


The postulate of a complex mixed metal-fluorine 
ion is believed to be entirely novel. There is not 
sufficient evidence available at present to enable the 
structure of the complex to be predicted with any 
degree of certainty. Both tin and nickel form fluorine 
coordination compounds with covalency numbers of 
four and six, and it is conceivable that the tin-nickel- 
fluorine complex has a structure modelled on similar 
lines. It is believed that the ion is in any case dimen- 
sionally large compared with the stannous ion and 
the nickel ion. It seems to be fairly certain that simple 
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metal ions are present freely in the electrolyte in 
addition to the complex ion, but under normal condi- 
tions the simple ions are not discharged as their de- 
position potentials are too high. However, under cer- 
tain circumstances it is possible to discharge at any 
rate the stannous ion in preference io the complex 
ion, the notable instance being when surface-active 
agents are present in the electrolyte. It has already 
been mentioned that such additions when present in 
other than very small amounts greatly favor the de- 
position of tin. 

From the practical viewpoint, one of the most 
noteworthy features of the chloride-fluoride tin-nickel 
electrolyte is the constancy of composition of the 
deposits obtained from it. This property of the solution 
greatly simplifies the control of the process and makes 
it almost as easy to operate as a single metal plating 
process. 


Conclusion 


This paper describes the laboratory work that has 
been carried out on the codeposition of tin and nickel 
from chloride-fluoride electrolytes. 

Although laboratory research is continuing, suffi- 
cient information has been obtained to enable indus- 
trial development to commence, and at the time of 
writing several plants are in operation. The largest 
of these plants has a capacity of 2000 gal. and has 
now been working for about a year. Experience gained 
with this plant and with others since installed has 
indicated directions in which the process might be 
improved. Basically, the process has proved satisfac- 
tory. The brightness of the deposit, however, has not 
normally been quite good enough to enable all final 
finishing to be dispensed with, while pitting has 
occasionally proved a little troublesome. The further 
work now in hand is mainly directed toward finding 
suitable additions to improve brightness and to com- 
bat pitting, and progress is being made in each field. 
Practical experience has also suggested directions in 
which the chemical engineering of tin-nickel plating 
plant might be improved, and this applies in par- 
ticular to the filtration and circulation of the electro- 
lyte. 

Considering the very short time that this new 
process has been in industrial use the results obtained 
to date can justly be regarded as most gratifying. 
The view has, in fact, been expressed by a user that 
in one year tin-nickel has made as much industrial 
headway as electrodeposited chromium made in the 
first ten years! 

The tin-nickel process is being used for finishing 
a wide variety of articles, including automobile fit- 
tings, domestic goods, battery cases, etc. The plate is 
fully as tarnish resisting as chromium and has a more 
pleasing color. The blueness of chromium is entirely 
absent, tin-nickel being characterized by a faint rose- 
pink tint. 
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Electroplating of Brass 
J. Daurat. La Metallurgie, vol. 84, No. 6, p. 461. 


In a previous issue and already abstracted, the fun- 
damental principles of electropolishing of brass have 
been considered (see La Metallurgie, vol. 84, No. 5 — 
already abstracted). The present matter covers the 
practical application of the electropolishing procedure. 
It was previously mentioned that the electropolishing 
is conducted by suspending the parts from a rotating 
anode support: with parts of average dimensions, some 
60 to 100 workpieces are suspended from the rotary 
support and immersed in the bath. The treatment vessel 
containing the electropolishing solution is constructed 
in such a manner that it is impossible for the parts 
being rotated through the solution to come in contact 
with the cathode during any part of the processing. 
To achieve this object in the cylindrical steel reservoir 
which constitutes the cathode, there is installed a 
smaller annular cylindrical vessel of porous ceramic, 
the space between this porous pot and the outer steel 
vessel being a few centimeters. This annular space con- 
tains the cooling coils in which cold water is circulated 
with the object of maintaining the bath temperature 
at about 37°C. The brass parts being electropolished 
are placed in the interior of the porous ceramic vessel 
and this gives absolute assurance of no possibility of 
short circuit with the outer steel vessel during electro- 
polishing. This also obviates any surface roughening 
which could occur without this porous diaphragm. 
Small pieces of metal which are detached and normally 
loosely adhere to the cathode, can become detached 
again otherwise and adhere to the electropolished sur- 
face, causing roughening. After electropolishing, the 
anode support on which the parts are suspended is 
raised out of the bath and the parts are allowed to 
drain above the bath for a few seconds, They are then 
given a first rinse, which is immediately followed by 
the second rinse which is conducted warm at 65°C, The 
first rinse water is used for bath make-up. 

In the bath given, brass parts of composition 30% 
to 70° can be treated and also numerous other metals 
and alloys are given a very good surface finish. Thus, 
in addition to brass alloys, no difficulty is experienced 
in treating in this electropolishing bath copper and 
various copper alloy such as beryllium copper, nickel 
silver, and copper-tin-zinc alloys. Stainless steels of 
very varying compositions and some aluminum alloys 
electropolish equally well in this bath, In addition to 
the above alloys, some of the special alloys character- 
ized by extreme hardness, wear resistance and resis- 
tance to corrosive attack, such as the prototype alloy 
of this class of nickel-molybdenum-chromium-iron can 


also be treated in this bath in the above manne; « 4 
acquire a very brilliant surface luster, resembling ; \¢ 
brilliant yellowish gold color of brass. 


Technical Requirements for Electropolishin, 


L. Meunier; Galvano (Paris), vol. 21, No. 188, p». 
15-19. 


Users of electropolishing procedures often find then. 
selves confronted with complex problems because eac\ 
industrial application represents a particular case for 
which it is necessary to find the most favorable solution 
while finding simultaneously a satisfactory solution to 
the numerous other technical and commercial consid- 
erations involved. Up to comparatively recently there 
was practically no method of systematic research into 
the fundamental conditions of electropolishing §tech- 
niques and empiricism reigned supreme. If, for exam- 
ple, it was a question of electropolishing a particular 
alloy, an attempt was made to approach a suitable bath 
by successively correcting a bath composition which 
had been found suitable for the treatment of the main 
pure constituent of the alloy or of an alloy of approxi- 
mating composition. 


The choice of an electropolishing bath is limited as 
there are only two main groups available, those based 
on concentrated phosphoric acid and those based on 
perchloric acid, without mention of the cyanide baths 
whose field of application is very limited. But within 
the framework of these two main groups a multitude 
of formulas are encountered which mostly only serve 
for the electropolishing of one single metal. Although 
there is considerable diversity of thought regarding the 
electropolishing procedure, certain pertinent questions 
appear to have been definitely elucidated. Whatever its 
nature, i.e. oxide or hydroxide or a complex of the 
metal being treated, it is beyond doubt that the funda- 
mental action of electropolishing is based on the forma- 
tion of a thin, solid film covering the metal. Its prod- 
ucts of attack diffuse towards the interior of the solu- 
tion. Conversely, the ions of the electrolyte are dis- 
placed similarly by diffusion, towards the surface of 
the anode. Consequently, above the film of oxide there 
is a liquid film of diffusion which is fairly viscous and 
which serves the object of preventing a localized attack 
which would rupture the oxide film; it maintains con- 
stant the speed of solution of the anode because this is 
solely controlled by diffusion and it conditions the 
levelling down of the metal surface. The diffusion is 
slower in the surface hollows which explains the more 
rapid solution of the surface prominences. 


For successful electropolishing, all causes of local- 
ized destruction of the liquid diffusion film or of the 
oxide film must be avoided. There are several cause- 
for such local destruction. The disengagement of oxy- 
gen on the anode can cause an irregular agitation of 
the liquid film. In certain cases, for example during the 
polishing of copper in phosphoric acid, the gas evolu- 
tion can lead to pitting of the part. If the electropolish- 
ing bath is only slightly aggressive, it will be better to 
reduce by agitation the thickness of the liquid film 
because the solution of the oxide film is thus accele:- 
ated. The evolution of the gas occasions in itself a) 
effective agitation which can be fairly regular when | 
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is \igorous. This would seem to be the explanation of 
polishing at a high current density. The hypothesis has 
been advanced that the formation of a gaseous film 
could also contribute to the micro-geometric selectivity 
of the solution of the metal. The field of application of 
this hypothesis could however be fairly limited. 


One cause of destruction of the solid film is the pres- 
ence of chlorine ions in the solution. These ions can 
cause a peptization of the film which serves to create a 
certain porosity and even, in extreme cases, a disper- 
sion pure and simple in the solution. These ions can 
moreover modify radically the nature of the film. Thus, 
the film which is formed anodically on cadmium is 
normally the hydroxide while, in the presence of chlor- 
ine ions, it is constituted of a hydroxychloride of the 
type Cd (OH)* Cl’. It has been confirmed in actual 
fact that the addition of chlorides to any electropolish- 
ing solution renders the bath useless. There are, how- 
ever. certain special cases which are exceptions where 
electropolishing is possible in chloride baths, for ex- 
ample in the case of nickel and magnesium. To obtain 
the optimum electropolishing conditions, certain fun- 
damental factors need to be established and it is neces- 
sary to determine (1) The optimum composition of the 
bath, (2) The working temperature, (3) The condi- 
tions of agitation at the anode and (4) The electrical 
conditions of the electrolysis. 

As soon as the composition of the bath has been 
fixed it is always possible to determine systematically 
the conditions of the electrolysis. It suffices, in order to 
achieve this, to plot the variations of the anodic poten- 
tial as a function of the current density. On this curve 
there will always be observed a “polishing range.” 
With simultaneous determination of the potential-cur- 
rent density curve at the boundaries of this range a 
technical means of control of the bath is obtained. 


Improvement of Properties of Bright Nickel 
Baths by Means of Sulfurous Acid and Suffites 


H. Komusaari; Metalloberflaeche, vol. 6, No. 11, pp. 
B162-B163. 


The author encountered serious difficulties when 
putting a new bright nickel bath into operation in a 
tank lined with Neoprene. At the lower current density 
areas the nickel deposit was dark or missing altogether. 
Thus, for example, reflectors of about 20 cm. diameter 
and 10 cm. depth with an opening of about 4 cm. for 
the lamp, remained non-nickeled in the interior about 
1-3 em. around the lamp hole with a dark seam around 
the boundary of the nickel deposit. The remaining part 
of the reflector was nickeled in a satisfactory manner. 
After lengthy treatment of the acidified bath with a 
large cathode surface, precipitation with excess nickel 
carbonate and purification with activated carbon, the 
dark seam at the nickel boundary in the interior of the 
reflector disappeared, but the defect in the plating 
around the lamp hole remained as before. Purification 
with hydrogen peroxide and potassium permanganate 
gave no result and, on the contrary, the unplated area 
had even increased. The conception was then dealt with 
of treating with reducing agents and sulfites were 
selected as suitable media for the purpose. It was found 
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that 5 grams of sodium sulfite per liter gave a startling 
result. The bath, which formerly gave about a 5 mm. 
wide non-nickeled edge at the cathode in the Hull cell. 
(at the zone of lowest current density), now plated 
the cathode perfectly. In addition, the back side of the 
cathode was nickeled. The brilliance of the plate, how- 
ever, had deteriorated with the sulfite addition. The 
next step was to reduce the sulfite addition to the bath 
and it was established that amounts of 30 to 100 mg. 
of SOx, in the form of sulfite, per liter of bath were 
sufficient to improve the throwing power of the bath 
without affecting the brightness of the deposit. 


Since this work was done, regular additions of mag- 
nesium sulfite have been made to the 2,700 liter bath 
corresponding to 50-100 mg. SQz per liter about every 
two weeks according to requirement. The sufite addi- 
tion is used up according to the demands on the bath 
and the throwing power suddenly deteriorates but is 
immediately regenerated after the sulfite addition. 
Magnesium sulfite was selected for the bath addition 
because no sodium salts are present in the composition 
of this compound and regular additions of free sul- 
furous acid would serve to lower the pH value of the 
bath. An addition of nickel sulfite would appear to 
be the most objective addition but magnesium sulfite 
is most readily obtained. 


It was further established by means of the Hull cell 
test that the hydrogen adsorption was appreciably re- 
duced with the aid of sulfite additions of the above 
order and similarly stresses in the nickel deposit, which 
can easily be tested by means of a thin strip cathode. 
Comparative tests were conducted with the bright nickel 
bath and a normal Watts type bath which contained 
a wetting agent, had been clear-filtered and. in spite 
of this, showed hydrogen porosity. It can be further 
accepted that the cathode current efficiency is improved 
and that the anode current efficiency on the other hand 
is reduced a little. A disadvantage of the sulfite addi- 
tion is that this renders difficult the iron precipitation 
in the bath, If iron passes into the bath then the sulfite 
makes difficult the oxidation of this to the ferric form. 
so that a suspension is formed which is very difficult 
io filter off. 


The author held the opinion that the nickel bath 
had been poisoned by some substance other than the 
Neoprene tank lining, which substance however could 
not be established by analysis. For a half year, no 
further brightening addition was given to the bath 
but the bath was merely regenerated with sulfite 
and the bath is now to be treated with activated 
carbon. Laboratory research has, in the meantime. 
shown that, when activated carbon is applied in the 
correct amount, in cases where the brightening addi- 
tion has been reduced, improvement of the throwing 
power is obtained. The composition of the nickel bath 
used was: Nickel sulfate 200 g./l.: nickel chloride 
10 g./l.; magnesium sulfate 35 g./l.: boric acid 25 
g./l.; and in addition, saccharine, brightening addi- 
tion and wetting agent. The anodes were hung in bags 
of polyvinylchloride plastic material. A smaller bath 
prepared in accordance with the above findings. worked 
perfectly satisfactorily. 
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Electroplating of Brass 
J. Daurat. La Metallurgie, vol. 84, No. 6, p. 461. 


In a previous issue and already abstracted, the fun- 
damental principles of electropolishing of brass have 
been considered (see La Metallurgie, vol. 84, No. 5 — 
already abstracted). The present matter covers the 
practical application of the electropolishing procedure. 
It was previously mentioned that the electropolishing 
is conducted by suspending the parts from a rotating 
anode support: with parts of average dimensions, some 
60 to 100 workpieces are suspended from the rotary 
support and immersed in the bath. The treatment vessel 
containing the electropolishing solution is constructed 
in such a manner that it is impossible for the parts 
being rotated through the solution to come in contact 
with the cathode during any part of the processing. 
To achieve this object in the cylindrical steel reservoir 
which constitutes the cathode, there is installed a 
smaller annular cylindrical vessel of porous ceramic, 
the space between this porous pot and the outer steel 
vessel being a few centimeters. This annular space con- 
tains the cooling coils in which cold water is circulated 
with the object of maintaining the bath temperature 
at about 37°C. The brass parts being electropolished 
are placed in the interior of the porous ceramic vessel 
and this gives absolute assurance of no possibility of 
short circuit with the outer steel vessel during electro- 
polishing. This also obviates any surface roughening 
which could occur without this porous diaphragm. 
Small pieces of metal which are detached and normally 
loosely adhere to the cathode, can become detached 
again otherwise and adhere to the electropolished sur- 
face, causing roughening. After electropolishing, the 
anode support on which the parts are suspended is 
raised out of the bath and the parts are allowed to 
drain above the bath for a few seconds. They are then 
given a first rinse, which is immediately followed by 
the second rinse which is conducted warm at 65°C. The 
first rinse water is used for bath make-up. 

In the bath given, brass parts of composition 30% 
to 70% can be treated and also numerous other metals 
and alloys are given a very good surface finish. Thus, 
in addition to brass alloys, no difficulty is experienced 
in treating in this electropolishing bath copper and 
various copper alloy such as beryllium copper, nickel 
silver, and copper-tin-zinc alloys. Stainless steels of 
very varying compositions and some aluminum alloys 
electropolish equally well in this bath, In addition to 
the above alloys, some of the special alloys character- 
ized by extreme hardness, wear resistance and resis- 
tance to corrosive attack, such as the prototype alloy 
of this class of nickel-molybdenum-chromium-iron can 


also be treated in this bath in the above manne; . ,( 
acquire a very brilliant surface luster, resemblin,; 
brilliant yellowish gold color of brass. 


Technical Requirements for Electropolish:n 


L. Meunier; Galvano (Paris), vol. 21, No. 188. pp. 
15-19. 


Users of electropolishing procedures often find them. 
selves confronted with complex problems because ¢ach 
industrial application represents a particular case for 
which it is necessary to find the most favorable solution 
while finding simultaneously a satisfactory solution to 
the numerous other technical and commercial consid. 
erations involved. Up to comparatively recently there 
was practically no method of systematic research into 
the fundamental conditions of electropolishing tech- 
niques and empiricism reigned supreme. If, for exam- 
ple, it was a question of electropolishing a particular 
alloy, an attempt was made to approach a suitable bath 
by successively correcting a bath composition which 
had been found suitable for the treatment of the main 
pure constituent of the alloy or of an alloy of approxi- 
mating composition. 

The choice of an electropolishing bath is limited as 
there are only two main groups available, those based 
on concentrated phosphoric acid and those based on 
perchloric acid, without mention of the cyanide baths 
whose field of application is very limited. But within 
the framework of these two main groups a multitude 
of formulas are encountered which mostly only serve 
for the electropolishing of one single metal. Although 
there is considerable diversity of thought regarding the 
electropolishing procedure, certain pertinent questions 
appear to have been definitely elucidated. Whatever its 
nature, i.e. oxide or hydroxide or a complex of the 
metal being treated, it is beyond doubt that the funda- 
mental action of electropolishing is based on the forma- 
tion of a thin, solid film covering the metal. Its prod- 
ucts of attack diffuse towards the interior of the solu- 
tion. Conversely, the ions of the electrolyte are dis- 
placed similarly by diffusion, towards the surface of 
the anode. Consequently, above the film of oxide there 
is a liquid film of diffusion which is fairly viscous and 
which serves the object of preventing a localized attack 
which would rupture the oxide film; it maintains con- 
stant the speed of solution of the anode because this is 
solely controlled by diffusion and it conditions the 
levelling down of the metal surface. The diffusion is 
slower in the surface hollows which explains the more 
rapid solution of the surface prominences. 


For successful electropolishing, all causes of local- 
ized destruction of the liquid diffusion film or of the 
oxide film must be avoided. There are several causes 
for such local destruction. The disengagement of oxy- 
gen on the anode can cause an irregular agitation of 
the liquid film. In certain cases, for example during the 
polishing of copper in phosphoric acid, the gas evolu- 
tion can lead to pitting of the part. If the electropolish- 
ing bath is only slightly aggressive, it will be better to 
reduce by agitation the thickness of the liquid film 
because the solution of the oxide film is thus accele:- 
ated. The evolution of the gas occasions in itself ai 
effective agitation which can be fairly regular when | 
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js vigorous. This would seem to be the explanation of 
polishing at a high current density. The hypothesis has 
heen advanced that the formation of a gaseous film 
could also contribute to the micro-geometric selectivity 
of the solution of the metal. The field of application of 
this hypothesis could however be fairly limited. 


One cause of destruction of the solid film is the pres- 
ence of chlorine ions in the solution. These ions can 
cause a peptization of the film which serves to create a 
certain porosity and even, in extreme cases, a disper- 
-ion pure and simple in the solution. These ions can 
moreover modify radically the nature of the film. Thus, 
ihe film which is formed anodically on cadmium is 
normally the hydroxide while, in the presence of chlor- 
ine ions, it is constituted of a hydroxychloride of the 
type Cd (OH)* Cl’. It has been confirmed in actual 
fact that the addition of chlorides to any electropolish- 
ing solution renders the bath useless. There are, how- 
ever, certain special cases which are exceptions where 
electropolishing is possible in chloride baths, for ex- 
ample in the case of nickel and magnesium. To obtain 
the optimum electropolishing conditions, certain fun- 
damental factors need to be established and it is neces- 
sary to determine (1) The optimum composition of the 
bath. (2) The working temperature, (3) The condi- 
tions of agitation at the anode and (4) The electrical 
conditions of the electrolysis. 

As soon as the composition of the bath has been 
fixed it is always possible to determine systematically 
the conditions of the electrolysis. It suffices, in order to 
achieve this, to plot the variations of the anodic poten- 
tial as a function of the current density. On this curve 
there will always be observed a “polishing range.” 
With simultaneous determination of the potential-cur- 
rent density curve at the boundaries of this range a 
technical means of control of the bath is obtained. 


Improvement of Properties of Bright Nickel 
Baths by Means of Sulfurous Acid and Suffites 


H. Komusaari; Metalloberflaeche, vol. 6, No. 11, pp. 
B162-B163. 


The author encountered serious difficulties when 
putting a new bright nickel bath into operation in a 
tank lined with Neoprene. At the lower current density 
areas the nickel deposit was dark or missing altogether. 
Thus, for example, reflectors of about 20 cm. diameter 
and 10 cm. depth with an opening of about 4 cm. for 
the lamp, remained non-nickeled in the interior about 
1-3 cm, around the lamp hole with a dark seam around 
the boundary of the nickel deposit. The remaining part 
of the reflector was nickeled in a satisfactory manner. 
After lengthy treatment of the acidified bath with a 
large cathode surface, precipitation with excess nickel 
carbonate and purification with activated carbon, the 
dark seam at the nickel boundary in the interior of the 
reflector disappeared, but the defect in the plating 
around the lamp hole remained as before. Purification 
with hydrogen peroxide and potassium permanganate 
gave no result and, on the contrary, the unplated area 
had even increased. The conception was then dealt with 
of treating with reducing agents and sulfites were 
selected as suitable media for the purpose. It was found 
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that 5 grams of sodium sulfite per liter gave a startling 
result. The bath, which formerly gave about a 5 mm. 
wide non-nickeled edge at the cathode in the Hull cell. 
(at the zone of lowest current density), now plated 
the cathode perfectly. In addition, the back side of the 
cathode was nickeled. The brilliance of the plate, how- 
ever, had deteriorated with the sulfite addition. The 
next step was to reduce the sulfite addition to the bath 
and it was established that amounts of 30 to 100 mg. 
of SO., in the form of sulfite, per liter of bath were 
sufficient to improve the throwing power of the bath 
without affecting the brightness of the deposit. 


Since this work was done, regular additions of mag- 
nesium sulfite have been made to the 2,700 liter bath 
corresponding to 50-100 mg. SQz per liter about every 
two weeks according to requirement. The sufite addi- 
tion is used up according to the demands on the bath 
and the throwing power suddenly deteriorates but is 
immediately regenerated after the sulfite addition. 
Magnesium sulfite was selected for the bath addition 
because no sodium salts are present in the composition 
of this compound and regular additions of free sul- 
furous acid would serve to lower the pH value of the 
bath. An addition of nickel sulfite would appear to 
be the most objective addition but magnesium sulfite 
is most readily obtained. 


It was further established by means of the Hull cell 
test that the hydrogen adsorption was appreciably re- 
duced with the aid of sulfite additions of the above 
order and similarly stresses in the nickel deposit, which 
can easily be tested by means of a thin strip cathode. 
Comparative tests were conducted with the bright nickel 
bath and a normal Watts type bath which contained 
a wetting agent, had been clear-filtered and, in spite 
of this, showed hydrogen porosity. It can be further 
accepted that the cathode current efficiency is improved 
and that the anode current efficiency on the other hand 
is reduced a little. A disadvantage of the sulfite addi- 
tion is that this renders difficult the iron precipitation 
in the bath. If iron passes into the bath then the sulfite 
makes difficult the oxidation of this to the ferric form. 
so that a suspension is formed which is very difficult 
to filter off. 


The author held the opinion that the nickel bath 
had been poisoned by some substance other than the 
Neoprene tank lining, which substance however could 
not be established by analysis. For a half year, no 
further brightening addition was given to the bath 
but the bath was merely regenerated with sulfite 
and the bath is now to be treated with activated 
carbon. Laboratory research has, in the meantime. 
shown that, when activated carbon is applied in the 
correct amount, in cases where the brightening addi- 
tion has been reduced, improvement of the throwing 
power is obtained. The composition of the nickel bath 
used was: Nickel sulfate 200 g./l.: nickel chloride 
10 g./l.; magnesium sulfate 35 g./l.: boric acid 25 
g./l.; and in addition, saccharine, brightening addi- 
tion and wetting agent. The anodes were hung in bags 
of polyvinylchloride plastic material. A smaller bath 
prepared in accordance with the above findings. worked 
perfectly satisfactorily. 
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Shop Problems 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Non-Toxic Silver De-Tarnishing 


Question: To de-tarnish silver, we 
have ordered a large amount of “Soil- 
ax.” which in our steam heated steel 
tank won't work, even with aluminum 
bars. Will you please let me know of 
a powder to be dissolved that will de- 
tarnish? We cannot use cyanides here. 

F. M. 

Answer: A conducting salt which 
will be suitable for de-tarnishing silver 
by the aluminum contact method is 
soda ash or washing soda, in concen- 
tration of about 2 oz./gal. Trisodium 
phosphate will also be suitable. 


Ball Burnishing Brass 


Question: We are interested in ball 
burnishing small brass jewelry parts 
which we make. We have a sheet brass 
burnishing barrel and 3/16 steel balls 
with which we have successfully fin- 
ished silver, gold, and steel parts, and 
we would like to make our own com- 
pound for brass. 

Could you provide us with a formula 
or at least suggest what brightening 
agent we should add to our soap when 
running copper or brass? 

J. B.N. 

Answer: Ordinarily we would sug- 
gest that you use soap only in your 
burnishing barrel for brass. However, 
if you have hard water, any of the 
large number of softeners and squester- 
ing agents can be added, also a small 
amount of sodium cyanide. 

We would not be able to suggest any 
particular formula since the operating 
conditions and type of water supply 
will affect the results. It is suggested 
that you communicate with local sup- 
pliers of burnishing compounds. 


Brush Plating Kits 


Question: We would like to obtain 
information on brush cadmium plating. 
If available, please advise the name of 
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a manufacturer of portable brush plat- 
ing kits to be used for touch-up on re- 
worked parts that had previously been 
cadmium plated. 

Answer: There are a number of 
manufacturers of brush plating equip- 
ment but we have not made a list of 
them. Warner Electric Co., of Chicago, 
is one. 

Many large hardware stores carry 
such kits. If you do not have any suc- 
cess locally, write to Patterson Bros., 


15 Park Row, New York, N. Y. 
Spongy Tin Deposits 


Question: | notice in plating tin (so- 
dium stannate), that when small parts 
are being plated the operators use one 
of the tin anodes at times for a “Rob- 
ber.” Would this be detrimental in 
time if this same “Robber” were used 
continuously as an anode? 

Also, is it correct to unload the an- 
odes first before taking the work out. 
What happens when anodes are left in 
the tank without current? Please ex- 
plain fully as we are experiencing some 
trouble, mostly spongy deposits when 
building up. The flash is all right. 

If old tin is properly cleaned, is it 
advisable to plate over, or is stripping 
necessary ? 


A. W. M. 


Answer: There is no objection to 
using a tin anode as a “robber,” as the 
deposit is pure tin. After use, the “rob- 
ber” can be returned to the anode rod. 

When tin anodes are left in the tank 
with the current off, the greenish-yel- 
low polarization film is dissolved by 
the caustic in the solution. If this film 
is not reformed before beginning to 
plate again, the tin dissolves from the 
anodes in the stannous form instead of 
the stannic, resulting in spongy de- 
posits. Addition of hydrogen peroxide 
or sodium perborate will oxidize the 
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stannous ions in the solution but the 
effect will be only temporary unless the 
anodes are filmed. 

It is not necessary to strip tin plated 
work before replating if the tin is prop. 
erly cleaned. 


Paint Adhesion to Galvanized 
Pipe 

Question: In our production we cut 
and thread galvanized steel pipes which 
are bent into 90° bends. During the 
course of the bending operation on a 
percentage of these bends the galvaniz. 
ing flakes. We wish to process these 
further by black enameling them after 
wire brushing off the loose flakes of 
zinc. We were advised to etch the gal- 
vanizing in order for the enamel to ad- 
here. We were told that a 10‘% solu- 
tion of muriatic acid or of copper sul- 
fate would do this operation quickly. 

S. W. 

Answer: Since you process the pipe 
by black enameling, we would suggest 
that you use a phosphate conversion 
coating to improve adhesion to the 
zinc base. Unlined steel tanks can be 
used for cleaning and rinsing and also 
for the phosphating treatment. The 
cleaner and phosphate tanks will re- 
quire heating. 

There are combination cleaning and 
phosphating dips available from sup- 
pliers, which may be used cold and 
then rinsed off. On pages 517 and 518 
of the 1953 edition of the Metal Fin- 
ishing Guidebook you will find a list 
of manufacturers of alkaline cleaners. 
most of whom will be in a position to 
furnish you with suitable materials. to- 
gether with information as to equip- 
ment required. 


Brass Plating for Rubber 
Adhesion 


Question: The other day we had au 
inquiry from a client regarding brass 
plating of steel rims for heavy duty 
automobiles. The brass deposit is in- 
tended to bond a subsequent rubber 
Javer to the steel and thus should have 
a fixed relation Cu/Zn. The rims have 
a diameter of 540 mm and a widt! of 
110 mm. Required capacity: 2 
rims per hour. 
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Our problem is confined to the 
method used to insure a homogenious 
brass deposit with the required char- 
acteristics for perfect adherence. 

H. C. Q. 

Answer: Adhesion of rubber to steel 
requires prior deposition of only a thin 
brass deposit but the deposit must have 
a copper to zine ratio of 70:30. 

A solution suggested by H. P. Coats 
at the 1936 convention of the American 
Electroplaters’ Society contained the 
following: 

Copper cyanide — 3 oz/gal 

Zine cyanide -—-2 ” 

Sodium cyanide— 6 ” 
Adjust pH to about 10.7 with caustic 
soda and sodium bicarbonate. Temp. 
85-95° F., 8-10 amp/sq. ft. Use 70:30 
brass anodes with an anode current 
density of not more than 4 amp./sq/ft. 
and agitate the solution mechanically. 


Conducting Plastic 


Question: In your 21st annual Guide- 
book-Directory we noticed at the end 
of page 380 the following lines: 

“Another recent development is the 

manufacture of a new class of con- 

ductive plastics material which 
makes possible the molding of plas- 
tic forms, etc... .” 

Could you send us some more pre- 
cise information on this subject: prop- 
erties and data, advertisements or ad- 


dresses of manufacturers, working con- 
ditions, ete. 

Where could we obtain the paper, 
“Plastics can be Electrical Conduc- 
tors’”—Staff Report, Electrical Manu- 
facturing, November, 1949? 

M. S. A. 

Answer: A castable resin which con- 
ducts current and can be readily plated 
is obtainable from the Atlas Mineral 
Products Co., 42 Walnut St., Mertz- 
town, Pa. The product is known as 
“Conductoplast.” 

The magazine “Electrical Manufac- 
turing” is published by Gage Publish- 
ing Co., 1250 Sixth Ave.. N.Y.C. 


Anodes for Chromium Plating 


Question: | would like to ask a few 
questions regarding the lead anodes 
for chromium plating. 

I am presently using anodes made of 
ordinary lead, %y” thick and 3” in 
width. These anodes after several weeks 
use start to scale and it is not uncom- 
mon to have pieces of scale the width 
of the anode fall from it. Will the use 
of either tin-lead or antimony-lead an- 
odes prevent this scaling or burning up 
that I am now experiencing with or- 
dinary lead? 

When tin or antimony lead are used 
as anodes, is a small amount of either 
the tin or the antimony co-deposited 
with the chromium? 


‘ Answer: Ordinary chemical lead 
should be satisfactory as a chromium 
plating anode. Scaling is probably lead 
chromate, indicating improper opera- 
tion or solution composition. The an- 
odes should be chocolate 
color. 


brown in 


When using tin-lead or antimony- 
lead anodes. none of the anode ma- 
terial will be found in the deposit. 


Water Removal 


Question: We have a job in our 
plant known as a “Drawer Puller.” 
which is die cast with 
drilled in each end. We brass plate 
these pieces then scratch brush, fol- 
lowed by a lacquering process. At pres- 
ent we have to wipe the parts to re- 


screw holes 


move water prior to lacquering. We 
would like to know what recommenda- 
tion you might give us in regard to 
some type of solution to remove water 
from parts so that we can speed up our 
lacquering process. 


Answer: Your parts can be dried in 
an oven at a temperature below about 
225° F. to prevent tarnishing. A water 
displacing compound may also be 
used, followed by vapor degreasing. 
This is very common practice and ma- 
terials are obtainable from most sup- 
ply houses. 


PROFESSIONAL 
DIRECTORY 


G. B. HOGABOOM JR. & CO. 
Consulting Chemical Engineers 


Metal Finishing — Electrodeposition — Solu- 
tion analyses. AIR FORCE CERTIFICATION 
TESTS — Salt spray, thickness of deposits, 
adhesion. 
44 East Kinney St. 

MArket 3-0055 


Newark 2, N. J. 


HENRY LEVINE & SON, Inc. 


Metal Finishing Consultants 
Analysis of all electroplating solutions 
Engineering of finishing installations 
Air Force Certification Tests 
Salt Spray Thickness and Adhesion Tests 
153 East 26th St., New York, N. Y. 
MUrray Hill 5-9427 


DEVELOPMENT AND CONTROL OF 
PLATING PROCESSES 
Laboratory and 6000 Gallon Pilot Plant 
JACQUES L. BROAD & ASSOCIATES 


522 N.E. Ist Avenue 
Fort Lauderdale, Florida 


SCIENTIFIC CONTROL 
LABORATORIES 
Finishing Consultants—Registered Engineers 
Salt Spray—Thickness Testing—Analyses 
PLANNING—RESEARCH—DEVELOPMENT 
HAymarket 1-2260 
600 BLUE ISLAND AVE., CHICAGO 7, ILL. 


THE ANACHEM LABORATORIES 
TESTING ANALYSIS ENGINEERING 
For Metal Finishers 
Plating solution analyses and control. Testing 
of deposit-thickness, composition porosity, 
tensile strength. Salt Spray tests. 
AIR FORCE CERTIFICATION TESTS 
1134 Firestone Bivd., Los Angeles 1, Calif. 
PLeasant 1-4242 


NATHANIEL HALL CO. 


Consulting Engineers 
239 WAVERLY AVENUE 
BROOKLYN 5, N. Y. 
Tel.: NEvins 8-2781 
ELECTRODEPOSITION — METAL FINISHING 


CONSULTING ENGINEERING SERVICES 


E. J. Hinterleitner, E.Ch.T., and Associates 
405 South Ave. - FANWOOD, New Jersey 
Tel.: Fanwood 2-5000 
P. O. Box 132 - WESTFIELD - New Jersey 
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Did You Know that 
SALT SPRAY TESTS — 


can be adversely affected by 
slight variations in pressure, 


if not controlled? 


Dependable accuracy in TEXTOR Tests meet 
the strictest Air Force, Army Ordnance and 
Navy Specifications. 


TEXTOR LABORATORIES INC. 
1627 East 25th Street, Cleveland 14, Ohio 


PLATERS 


TECHNICAL SERVICE, Inc. 


ELECTROPLATING AND | 
CHEMICAL ENGINEERS 


Air Force certification tests 

Salt Spray, thickness and adhesion tests 

Spectographic analysis 

Solution, Metal and Salt analysis 

Plant Design and Engineering 

Plonmt ioyout ana construction 

Industric! woste and water supply 
treatment 


59 East 4 St.. New York 3 
ORegon 3-6256 
509 S. Wabash Ave., 
Chicago 5 
HArrison 7-7648 
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Electrodeposition of Chromium 


U.S. Patent 2.630.407. March 3, 1953. 
N\. Hackerman, assignor to Research 


Corp. 


The method of  electrodepositing 
bright, smooth, adherent films of chro- 
mium upon & cathodic workpiece which 
comprises immersing the cathodic 
workpiece in an aqueous solution of 
chromic acid and sulfuric acid con- 
taining from about 14 to about 16 
parts of indium sulfate to each 100 
parts of chromic acid and passing an 
electric current through said solution 
between the cathodic workpiece and an 
anode immersed in said solution. 


Metallizing Apparatus 
U. S. Patent 2,631,565. March 17, 


1953. J. A. Sargrove, assignor to Sar- 
grove Electronics Ltd. 


A metallizing apparatus for the met- 
allization of articles comprising a pair 
of spaced cubicles, a conveyor extend- 
ing through openings in said cubicles 
provided in opposite walls of each cubi- 
cle and adapted to convey articles to be 
metallized through said cubicles in suc- 
cession, a metallizing spray device dis- 
posed exteriorly of each cubicle to one 
side of said conveyor, said spray de- 
vices being carried at the opposite ends 
of a common support pivotally mount- 
ed intermediate its ends for oscillatory 
movement back and forth along a path 
transverse to the direction of movement 
of said conveyor, the wall of each cubi- 
cle adjacent the spray device associated 
therewith including an elongated slot 
disposed in the path of travel of the 
spray device, and means producing a 
flow of air through each cubicle. 


Method and Apparatus for 
Gas Plating 


U. S. Patent 2,631,948. March 17, 

1953. H. G. Belitz and O. F. Davis, as- 

signors to The Commonwealth Engi- 
neering Co. of Ohio. 


The method of plating a steel cylin- 
drical shaft which comprises rotating 
said shaft, providing a protected sur- 
face area of said shaft where inert gas 
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atmosphere prevents ingress of air to 
the plating area, heating said shaft to a 
temperature in the range of 350°F. to 
125°F., impinging in a given direction 
upon said heated surface area a vapor 
stream consisting of carbon dioxide 
and nickel carbonyl, and removing the 
carbon dioxide and nickel carbonyl de- 
composition products under conditions 
to maintain mixing of air into the ex- 
haust stream to a minimum, said re- 
moval taking place in a direction op- 
posed to that of said given direction. 


Corrosion Coatings 


U. S. Patent 2,631,951. March 17, 
1953. A. E. Chester, assignor to Poor 
& Co. 


A process of coloring zinc and of 
protecting it against corrosion which 
comprises treating a zinc surfaced arti- 
cle with an amount of an aqueous solu- 
tion consisting essentially of chromic 
acid, ammonium persulfate and _ tri- 
fluoroacetic acid sufficient to form a 
uniform bronze colored film on said 
article. 


Rust Inhibiting Composition 


oa Patent 2,632,709. March 24, 
1953. K. F. Schiermeier and P. W. 
Jones, assignors to Shell Development 


Co. 


A rust-inhibiting composition of 
matter consisting essentially of the fol- 
lowing constituents in the following 
proportions: 

Per cent by weight 
Oxidized wax hydrocarbon 40-60 
Higher aliphatic carboxylic 

acid containing at least 10 

carbon atoms per molecule _ 0.25-5 
Light liquid petroleum stock 

boiling below 650°F. ______ Balance 


Brightener for Acid Zine 


U. S. Patent 2,632,728. March 24, 
1953. A. E, Chester, assignor to Poor 
& Company. 


A composition for use in a zinc sul- 
fate plating bath consisting essentially 
of a water soluble lignin sulfonate, 
dark molasses and trifluoroacetic acid, 
said composition when added in suffi- 
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cient amount to an acid zinc <ulfate 
plating bath being capable of produc. 
ing a bright zine plate by electrodeposi. 
tion directly from said bath. 


Silver Tarnish Removal 


U. S. Patent 2,632,730. March 24. 
1953. L. Brannan. 


A process for cleaning silver articles 
by galvanic action which comprises 
agitating silver articles in contact with 
the interior of a rotating zinc drum, 
said drum containing a solution con. 
sisting of water, salt and soap. the 
said soap being insoluble and present 
in the form of globules, whereby tar- 
nish is removed from the said silver 
by galvanic action and burnished }y 
contact with the said soap globules. — 


Method and Apparatus for Wet 
Grit Blasting 


U. S. Patent 2,632,980. March 3}. 
1953. N. Ransohoff, assignor to 
N. Ransohoff, Inc. 


An apparatus for wet blasting work 
pieces with grit particles which are 
incapable of suspension in liquid in 
the absence of movement comprising: 
a chamber, a grit projector in the 
chamber adapted to propel a stream 
of grit and liquid against the work 
pieces at blasting velocity, the chamber 
being adapted to receive the grit par- 
ticles and liquid discharged by the 
projector, conveyor means in_ the 
chamber adapted to feed grit particles 
from the chamber, at a controlled rate 
and a pump adapted to receive said 
grit particles and liquid from _ the 
chamber and to propel the mixture to 
the projector at a velocity sufficient 
to maintain the grit particles in dy- 
namic suspension in the liquid but 
insufficient to perform the blasting 
operation. 


Grinding and Polishing 
Machine 
U. S. Patent 2,632,981. March 31. 
1953. L. Kniep, Jr. 


A surfacing and polishing machine 
comprising first and second rollers. an 
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endless work engaging belt carried by 
caid rollers, a first support disposed 
with one end up and the other end 
down, a second support disposed with 
one end up and the other end down, 
said first and second rollers being 
carried by the upper end portions of 
said first and second supports. respec- 
tively, a base. means pivotally sup- 
porting the lower end portion of said 
first support on said base, and means 
pivotally supporting said second sup- 
port on said first support with the 
lower end portion of said second sup- 
port in engagement with said base. 


Dust Collector 


U. S. Patent 2,633,206. March 31, 
1953. W. Bruckner, assignor to The 
Northern Blower Co. 


In a dust collector, the combination 
of a series of individual compartments, 
a set of fabric filtering bags in each 
compartment, a hopper below the 
various bags with which the interior 
of the bags communicate, mechanism 
in each compartment for movably 
supporting the upper ends of the bags 
and adapted to be operated to shake 
them, a separate control device sub- 
mitted to the air pressures on the in- 
terior and exterior of the bags in each 
compartment, and means whereby the 
operation of such shaking mechanism 
in each compartment is selectively 
controlled by the differential pressure 
in the corresponding control device 
when it reaches a_ pre-determined 
amount. 


Anode Bag 


U. S. Patent 2,633,452. March 31, 
1953. G. B. Hogaboom, Jr. and N. R. 
Hall. 


In combination, a fabric strainer 
bag for enveloping an electroplating 
anode having a suspension hook pro- 
jecting from its end, said bag having 
an open mouth defined by a hem, the 
outer wall of the bag mouth hem hav- 
ing openings longitudinally spaced 
apart a distance approximating at 
least half the circumference of the bag. 
and a non-resilient, pliantly deform- 
able metallic member extending 
through the hem interior between said 
openings, with opposite end portions 
of said member respectively projecting 
through said respective openings ex- 
teriorly of the hem, said member being 
adapted to be releasably bent around 
the shank of the anode suspension 
hook so as to gather the mouth of the 
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OSE solvent 


Solvent savings are assured when Blakeslee Solvent Vapor 
Degreasers are installed. Dual-Vapor Control is only one of 
Blakeslee’s original features designed to give you lower operat- 
ing costs than other degreasers. With continued solvent savings, 
Blakeslee degreasers soon pay for themselves. 


G. S. BLAKESLEE & CO. 


Established since 1880. Manufacturers of solvent vapor de- 
greasers— metal parts washers—Blacosolv degreasing solvent.* 


Write today for fall information. Chicago: 1844 South 52nd Avenue, Chicago 
50, Illinois; New Yerk: 381 Fourth Avenue, New York City 16, New York; 
Canada: G. S. BLAKESLEE & CO. LTD., 18 Cranfield Road, Toronto 13. 


*BLACOSOLV IS STOCKED IN 
WAREHOUSES FROM COAST TO COAST. 


bag about said shank above the top 
end of the anode, whereby to detach- 
ably secure said bag about the anode 
in suspended enclosing relation thereto. 


Tin and Tin Alloy Plating Bath 
U. S. Patent 2.633.450. March 31, 


1953. J. W. Andrews, assignor to 
United States Steel Corp. 


A bath for the electrodeposition of 
tin comprising an aqueous acid solu- 
tion of tin, said acid being selected 
from the group consisting of hydro- 
fluoboric acid, phenolsulphonic acid, 
sulphuric acid, and mixtures of the last 
two named acids, and, as an addition 
agent, an effective amount of a mix- 


ture consisting of 60 to 857 by weight 
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4-4’ dihydroxy diphenyl sulphone and 
40 to 15% 2-4 dihydroxy diphenyl 
sulphone; said effective amount being 
between 50 and 100‘; 
ture’s maximum solubility in 


bath. 


of said mix- 


said 


Iron-Containing Base Coated with 
Nickel-Phosphorus Alloy 


U. S. Patent 2,633,631. April 7, 1953. 
G. J. Horvitz. assignor to G. Brinton 


Jack, Jr. 


A base body made of metal contain- 
ing iron and having a surface coating 
which consists substantially of a binary 
alloy of nickel and phosphorus, the 
proportion of phosphorus being sul- 
stantially two per cent. the inner face 
portion of said coating having a high- 
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Some things are almost 


Here's an easy step to CONSERVE 
NICKEL SUPPLY 


« New Jersey Metals, with the finest melting and cast- 
~ ing equipment available, will convert your Grade A 
4 nickel anode ends and stubs into new cast oval nickel 
| anodes . . . cut them to specified lengths . . . drill and 
ok tap for hooks . . . and send the new anodes back to 
a you in a matter of days. 
E Furthermore, you actually save 10 cents and more 
2 | per pound over the cost of new anodes! All processing 
| is under rigid laboratory control— guaranteeing the 
purity content of the anodes returned to be the same 
as that received. 
; Immediate quotation on any 
‘1 quantity. Laboratory analy- 
aa sis without obligation or 
charge. 
Whether it’s converting your 


nickel scrap to new nickel 
anodes or meeting your re- 
quirements for zinc ball and 
copper anodes, look to New 
Jersey Metals. Call Elizabeth 
2-6465, or write for full infor- 
mation today! 


New Jersey Metals 


Serving industry from coast to coast since 1920 tga” 


714 ROCKEFELLER ST., ELIZABETH 2, N. J. (NJ.METALS 


er percentage of phosphorus th. the 
outer face portion of said coatin 
body and said surface coating h vy. ay 
intermediate zone which consisi~ 
stantially of a ternary alloy of ji ke| 
and phosphorus and of the ferjoys 
metal of said base body. 


Facing Sheet for Machine Sanding 
with Coated Abrasives 


U. S. Patent 2.633.679. April 7, (953. 
b. S. Cross and R. S. Frigstad, assixn. 
ors to Minnesota Mining & Mfg. Co, 


In machine sanding apparatus 
cluding a plurality of pulleys, an abra- 
sive-coated belt trained about said 
pulleys, and means for causing said 
abrasive-coated belt to travel about 
said pulleys; an accessory having a 


pressing face adapted to press the 
traveling abrasive-coated belt against 
a work piece, the pressing face of 


| 


said accessory being provided with a 
friction-reducing surface comprising 


multitude of minute. substantially 


equal-sized, hard, smooth — surfaced 
spheroidal protuberances uniformly 
distributed over said pressing face, the 
total number of said spheroidal pro- 
tuberances forming a discontinuous 
low-friction surface for contacting the 
back side of the traveling abrasive 
coated belt. 


Brightening and Passivating 
Solution 


U. S. Patent 2,634,224. April 7, 1953. 
A. W. Faucher, assignor to Under- 
wood Corp. 


A solution for use in brightening 
and passivating the surface of zinc or 
cadmium articles consisting of an 
aqueous solution composed of 50 to 
300 grams of chromic acid per liter of 
solution, 3 to 24 grams of sulphuric 
acid per liter of solution, 25 to 66‘, 
as much ortho-phosphoric acid as 
sulphuric acid, and_ sufficient nitric 
acid to prevent the surface from 
streaking. 


Self-Cooling Buffing Wheel 


U. S. Patent 2.633.680. April 7, 1953. 
S. Goldberg. 


A spacer plate for an assembly of 
buff rings, comprising a sheet materia! 
disk portion having a central bore to 
receive a spindle, an annular support: 
ing means spaced outwardly from and 
concentrically with said central bore to 
form an annular support for a bu‘ 
ring, said disk portion having a vane 
struck out therefrom at an_ oblique 
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‘qclination to form an impeller over- 
ying an aperture. said inclined vane 
being disposed on said disk portion to 
impel ventilating fluid both axially 
and radially of the spacer plate, said 
supporting means having radially ex- 
ending air flow passages formed there- 
‘n to pass the radially directed fluid 
to the buffing ring. said vaned disk 
portion forming a stage of a multist- 
ave axial compressor for a buffing ring 


assembly. 


Plating Tank Structure 


U.S, Patent 2,634,878. April 14, 1953. 
W. Messinger and D. B. Lytle, said 
Lytle assignor to Time, Inc. 


\ plating tank comprising a plural- 
ity of tank sections, means supporting 
the tank sections in spaced. axial align- 
ment with one another, the adjacent 
spaced ends of the tank sections being 
undercut when viewed from the in- 
terior of the tank, a liner in each tank 
section. the liners being of a deform- 
able material inert to plating solutions 
and being mounted in abuting end to 
end relationship, and band _ sealing 
means peened between the spaced 
undercut ends of the tank sections 
and overlapping the abuting ends of 
the liners, the sealing means being 
of the same inert material as the liners, 
in locking engagement with the spaced 
undercut ends of the tank sections and 
fused to the abutting ends of the liners. 


Fused Salt Bath Cleaning 


U.S. Patent 2.635.062. April 14, 1953. 
R. Dunlevy, H. Frick and J. H. Shoe- 


maker, assignors to Kolene Corp. 


The combination, in apparatus for 
cleaning the surfaces of metal strip 
by passing the same through a liquid 
bath comprising molten alkali metal 
salts containing an oxidizing agent re- 
actable with graphitic carbon, of a 
tank containing said molten alkali 
metal salts, and of at least one guide 
roller mounted in said tank to con- 
tact said molten alkali metal salt bath 
for directing the continuous passage of 
metal strip to be cleaned into and out 
of said bath, said guide roller being 
formed of cast iron having a normal 
content of graphitic carbon which has 
been fissured by reaction with the oxi- 
dizing component of said bath where- 
by the surface of said fissured cast iron 
by removal of said carbon entrains in 
said fissures the molten salt of said 
bath as a non-abrading lubricating 
film about said said roll in guiding 
non-abrasive contact with said metal 
strip, 


“Wyandotte 
PRE-FOS gives a 
better job—saves 


us money, beside 


says W. K. Riemenschneider 
of Union Metal Mfg. Co. 


“We use metal cleaning and phos- 
phating products in manufacturing 
street lighting standards, materials 
handling equipment, etc.,” reports 
W. K. Riemenschneider, factory 
manager of Union Metal Mfg. Co., 
Canton, Ohio. 

“Formerly, we spent about four 
times as much for materials as we 
now spend for Wyandotte Pre-Fos! 

“Pre-Fos also gives us better 
cleaning and paint adherence, has 
eliminated hard water scaling, 
gives us a cleaner operation.” 

Will not corrode 
Wyandotte Pre-Fos* is an amaz- 
ing phosphating cleaner that 


deposits a fine-grained phosphate 
coating on the metal which is ideal 
for a paint base. Pre-Fos performs 
well in hard or soft water, in spray 
washer or soak tank. It rinses freely 
and completely, prevents rust of 
in-process steel parts. 

Ask your Wyandotte represent- 
ative to demonstrate what Pre- 
Fos will do for you in your plant. 
Also ask him for help with any of 
your cleaning problems. Wyan- 
dotte Chemicals 
Corporation, Wyan- 
dotte, Michigan. Also 
Los Angeles 12, Cali- 
fornia. 


a#Reg. U.S. Pat. Of. 


Largest manufacturers of specialized cleaning products for business and industry 


yandotte CHEMICALS 


Helpful service representatives in 138 cities in the U.S. and Canada 
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Small Power Washing Machine 


G. S. Blakeslee & Co., Dept. MF, 
1844 8. 52nd Ave., Cicero 50, Ill. 


The manufacturers offer a standard 
small power washing machine designed 
for low production jobs or for clean- 
ing between operations. A standard 
unit, tank and tables are so arranged 
that two units can be teamed together 
for a wash-and-rinse operation. It is 
equipped with a wheel roller conveyor, 
designed for standard work baskets, 
and incorporates all the quality fea- 
tures found in the more expensive 
high - production conveyorized - power 
washing machines. 

This same unit can be furnished 
with the special paddle wheel instead 
of a pump. This arrangement is ideal 
for screw machine work. where a great 
amount of chips is to be removed and 


the job calls for a large solution 
volume at a low head. This standard 
unit can be furnished for steam, gas 
or electric heat. In addition to all 
this flexibility the unit can be furnished 
in explosion-proof construction for use 
with petroleum solvents. 


Heavy Duty Chemical-Resisting 
Protective Coatings 


United Chromium, Inc., Dept. MF, 
100 East 42nd St., New York 17, N. Y. 


New formulations which can be 
spray-applied to produce extra-thick 
chemical-resisting coatings on steel and 
other metals have been developed. 
These products, identified as Uni- 
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Recent Developments 


chrome 5300 coatings, are used to 
protect equipment against acids, alka- 
lies, salts, oxidizing agents, and many 
other corrosives. 

These coatings permit spray appli- 
cation of films of much greater thick- 
ness than has been obtainable in the 
past. Used at room temperature, they 
can be applied to cold vertical surfaces 
to produce single coat dry films up 
to 20 mils thick. Even at these unusual 
thicknesses practically no sagging is 
encountered. Materials _ previously 
offered for similar applications usually 
provided single film dry thickness of 
about | mil, seldom more than 6 mils. 

Strong mineral acids such as hydro- 
chloric and sulfuric, alkalies such as 
sodium and _ potassium hydroxides, 
water, salt solutions, oxidizing and 
reducing agents, and many wetting 
agents do not attack the coatings. Spe- 
cial formulations can be supplied that 
are odorless, tasteless, and non-toxic, 
making them suitable for use in con- 
tact with edible products. 

The coatings are usually applied 
over a special primer. Both the primer 
and the coating require short bakes 
at a temperature of 350°F. The coat- 
ings cannot be air-dried. 

In the short time they have been 
available, the coatings have been used 
for tank and duct lining work in the 
plating industry. The manufacturer 
states that the coatings may be used 
to protect many other types of equip- 
ment in the chemical, pharmaceutical, 
metal working, food, and beverage 
industries. 

Further information may be had by 
writing to the above address. 


Heat Exchangers with Graphite 
Tubes 


The Industrial Filter & Pump Mfg. 
Co., Dept. MF, 5900 West Ogden Ave., 
Chicago 50, Ill. 


The above company announces that 
their line of heat exchangers is now 
available with impervious graphite 
tubes in addition to the variety of 
metal tubes previously used. The 
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New Methods, Materials and Equipmer 
for the Metal Finishing Industrie 


graphite tubes can be had in both 
the tube-and-shell type and the tube. 
bundle type heat exchangers. By com. 
bining any number of tubes. Industrial 
heat exchangers can be supplied to 
meet any heat-transfer area require. 
ment. The company also states that 
now with a choice of graphite and 
metal tubes they can offer a heat ey. 
changer ideally suited to heating and 
cooling any solution used in pickling 
rooms, any plating solution, and any 
solution heating and cooling require 
ment in the processing industries. 


Chromium Recovery Process 


Barnstead Still & Sterilizer Co.. 
Dept. MF, 170 Lanesville Terrace 
Forest Hills, Boston 31, Mass. 


The removal or recovery of chromic 
acid from rinse water is a recent de- 
velopment which is of interest to 
platers. The company has developed 
a process whereby rinse water can be 
passed through ion-exchange resins to 
effect nearly 100°% chrome recovery. 
The advantages to the plating shop are 
twofold. First, the troublesome chromic 
acid waste disposal problem is elimi- 
nated. Second, the expensive and 
often scarce chromic acid is recovered 
for reuse. 

In the process, the rinse water 's 
first passed through a cation column 
to remove aluminum and copper and 
then through an anion resin bed which 
removes the chromic acid. The chromic 
acid is then recovered in the regenera 
tion process. Tests show that the same 
resins can be used economical). for 
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100 or more cycles. In most instances, 
.avings in chromic acid will more than 
repay the operating costs of the entire 
process. which means that the waste 
disposal! problem can be solved at no 
cost. In addition, as a by-product of 
the process, the user obtains a supply 
of demineralized water which he can 
yse to good advantage in rinse tanks 
and solutions. 


Automatic Steam Cleaner 


Kelite Products, Inc., Dept. MFP, 
1250 N. Main St., Los Angeles 12, Cal. 


Automatic firing is the major devel- 
opment in a newly designed high vol- 
ume steam cleaner now being manu- 
factured. Turning on two electric con- 
trol switches places the machine in 
operation. One controls a_ specially 
designed automotive piston-type pump, 
while the second ignites the non-clog- 
ging automatic oil burner. The burner 
uses a wide range of fuels, from gaso- 
line to number two diesel fuel without 
changing orifices or burner parts. An- 
other feature results in substantial fuel 
savings by trapping radiated burner 
heat to raise the water temperature 
50° before it enters the heating coil. 
Other automatic controls safeguard the 
new steam cleaner by (1) turning off 
the burner if water supply fails, and 
(2) preventing the burner from being 
fired uniess pump is in operation, 


The new Model KI5-A has a capacity 
of 150 gallons per hour. The machine 


” 


measures approximately 55” long, 27 
wide, 48” high, and weighs 825 lbs. 
lt is delivered complete with 25’ of 
seven-ply alkali protected steam hose, 
with safety fittings, an Aerated-Grip 
steam gun (which permits working 
without gloves), and a Hy-Vel heavy 
duty nozzle. When fuel and solution 
tanks are filled, the machine can be 
operated continuously for eight hours 
without refilling or refueling. 
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INDUSTRIAL 


BONUS PERFORMANCE 
with lasting reliability 


The engineering and construction features of INDUSTRIAL 
filters add up to maximum clear filtrate with less floor space, 
greater operating conveniences, and less maintenance delays 
and expense. The general design permits the use of the 
materials best suited to the solution requirements. Vertical 
filter leaves with ample flow space on both sides offer maxi- 
mum filtration area. Outside lockup simplifies the installa- 
tion of filter leaf and bag assemblies. An exclusive air-wash 
cleaning method practically eliminates the usual labor and 
inconvenience of dismantling the filter after every cycle. 
INDUSTRIAL filters are often in operation for months without 
removing the cover — cutting downtime to a minimum. All 
these features have been proved in long-life service — your 
assurance of dependable bonus performance. 


Full particulars and recommendations on any 


filtration job will be given upon request. 


FILTER & PUMP MFG. CO. 


5906 Ogden Avenue, Chicago 50, Illinois 
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Polishing Wheel 
Cement, laboratory-controlled 
through every step of production, 
will arrive at your plant ready for 
use! Viscosity is constant, regardless 
of normal temperature variations and 
the cement can be applied directly 
from the container . . . without mix- 
ing or heating. Kold-Grip is clean, 
odorless and very easy to handle. 
Coarse or fine-grain abrasives set up 
right for fast cutting efficiency. Sub- 
stantial savings are effected through 
longer over-all wheel life, fewer set- 
ups and reduced wheel inventory. 


When treated with 


KOLD GRIP POLISHING 


Let our polishing engineer demon- 
strate Kold-Grip for you, or send for 
free sample, telling us the metal to 
be polished, grain sizes to be used, 
and drying facilities available. We 
can help you if we hear from you. 


Wheels dry rapidly, are unaffected 
by humidity changes, and may be 
stored in any convenient plant area. 


aiSaits © Coke Lead Pot 
Quenching and Tempering lis © Drawing Salts 
Metal Cleaners © Kold-Grip Polishing Wheel Cement 
MANUFACTURER-Eivetric Resistance furnsce Ce 


CAL COMPANY 
'S Military 
Detroit 4, Mich. 


HARTFORD TRIPLE ACTION 
CUTTING and TUMBLING BARRELS 


for better work in less time! 


For uniform cutting down, wet or dry grinding, 
tumbling, pulverizing and mixing, the unique design 
of Hartford Triple Action Barrels saves time and 
money and produces better results. Hartford Barrels 
give a TRIPLE ACTION in tumbling the material, an 
“over and over, end to end, folding-in” motion com- 
bined, which quickly grinds off burrs, and finishes 
and smooths the general surface of any article in the 
load. These barrels are avail- 
able in two sizes, large and 
small, and with both motor and 
belt drive. Hartford also makes 
steel burnishing balls scientifi- 
cally correct in design and ma- 
terial for each specific job. 
Bulletin on request. 


THE HARTFORD STEEL BALL CO. 
HARTFORD 6, CONN. 


VICTOR CLARK BLOG. MALTOY CO. RODRIGUEZ, INC. 

445 NEW CENTER BLOG. 605 W. WASHINGTON BLVD 972 BROAD ST 1718 SOUTH FLOWER ST. 55 W. 42ND ST., NEW YORK 
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Fume Washing Tow. ; 


The U. S. Stoneware Co.. 
Akron, O. 


The above manufacturer has ap- 
nounced the development of a com. 
pact, portable, yet high performance 
fume washing tower for general labo. 
ratory and industrial use. 

The fume washer consists of a meta! 
stand on which the tower is supported: 
a bottom section containing a packing 
support plate, liquor drain pipe and 
fume intake duct; one, two, or more 
packed intermediate sections; a dis. 
tributor section with water inlet: and 
a top section containing the exhaus| 
fan. drive motor, and washed air ex. 
haust duct. The unit is made in two 
standard sizes respectively: 20” tower 
diameter, which with two intermedi. 
ate packed sections is 8’ 5” in height 
and 30” tower diameter, which is ° 
7” tall with two intermediate sections. 
The 20” unit is powered with a | HP. 
60 cy., 220-440/v 3-phase motor. and 
has a rated capacity of 750 CFM of 
air. The 30” unit is powered with a 
2 HP, 60 cy., 220-440/v 3-phase motor. 
and has a rated capacity of 1650 CFM 
of air. The washer comes complete 
with motor unit, and sufficient Intalox 
saddle packing for the number of 
intermediate tower sections ordered. 


In operation, fume-laden air 
drawn into the tower through the large 
air intake, and sucked up through the 
intermediate sections filled with Inta- 
lox Saddle packing. Water admitted a! 
normal city line pressure is sprayed 
over the packing by the spraytigh! dis 
tributor. As air rises in the tower, |! 
is scrubbed thoroughly by the des end- 
ing water which absorbs the fume con: 
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ent, Washed air discharging from the 
top exhause duct is released into the 
directly, or through suitably 
prepared duct work. Waste water 
eaves the tower through the drain. 


Flexible Grinding Wheel | you re ‘using. 
eri lucts, Inc., 14023 Irving 


An entirely new principle for light 
grinding and metal finishing is being 


introduc ed by the above company. The 


new tool, known as Grind-O-Flex, is wee —— 
a flexible grinding wheel which con- your production involves 


sists of hundreds of individual abra- @& te finishing zinc, cadmium, 
sive cloth leaves sealed to a hard core. | @& eae aluminum or cuprous metals, 


As the wheel rotates it presents a con- | s : you owe it to yourself... 


tinuous abrasive surface to metal parts. 
. eee 
It is designed to smooth surfaces and nd 


remove flaws from contours without _ to investigate 
the danger of digging into the stock, | ae 

which occurs when using hard grind- | 
ing wheels, drums, belts, ete. 


MP 


The wheel is 614% inches in diameter, 


one inch wide and is available in a 
variety of grits from coarse to very 
fine. It may be used stationary or 
portably for all types of light grind- 
ing and deburring on irregular sur- 
faces. No skill is required to obtain 


ance 
abo. 


etal for on any of these metals Iridite gives you a high per- 


ted: 
cing 
ih excellent results. It is extremely simple | LA IF YOU WANT HIGH CORROSION RESISTANCE, 


to set up and operate. A mounting 


formance finish at a low cost from a simple chemical dip. 


lore you'll find an Iridite that will meet any military or civilian : , 


arbor is provided for attaching the 
wheel to any standard plain or thread- 
ed shaft or for chucking in 144” or 14” 
- chucks. Flanges, which are held se- IF PAINT ADHERENCE IS IMPORTANT, 


dis- | 
curely in place against the wheel by | you'll find Iridite prevents underfilm corrosion and soap 

| 


specifications for chromate finishing. 
and 


a single nut, are also provided. Arbor 
and flanges may be used repeatedly, 
only the wheel need be replaced when 


formation. 


worn. 


OR, FOR BRIGHT, DECORATIVE FINISHES- | iam 


investigate zinc plate and Iridite (Bright) for a chrome-like 


decorative finish with more corrosion protection than con- i : ' 
ventional chrome plating . . . or Iridite (Metcote) as a treat- 

ment for copper that eliminates the need for buffing in the 
copper-chrome system; produces a sparkling bright finish! 


Write for literature anc send us samples for test process 
ing. See “Plating Supplies’ in your classified telephone 


ge | directory or write direct. 
he Iridite is opproved under government specifications. 
Awe 

‘ft RRestarce RopUCTS | 
INCORPORATED 
The wheel attaches to any rotating 4004. MD 
i spindle (motor shaft, lathe, drill press, | 


Manufacturers of | idite Finishes 
Trotecton dnd Systems on Nen-Faweus Metals; ARP Plating Bris 


portable drill, flexible shaft, etc.). No 


special setups or equipment is neces- 
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SARAN LINED PIPE SERVICES 
FILTER PRESS INSTALLATION 


This Saran lined piping 
handles a carbon slurry of an 
organic acid solution 


Saran Lined Pipe Company 
2415 Burdette Ave., 
Ferndale, Mich. 


Please send me a copy of your 
catalog on Saran Lined Pipe, 
Valves and Fittings. 


Name 


you can depend on DOW PLASTICS 


A large midwest corn processor required piping 
suitable for handling a carbon slurry of an 
organic acid solution to and from filter presses 
in a new pilot plant. Saran lined pipe, fittings 
and valves were the company’s choice for the 
following reasons: Saran lined pipe, fittings and 
valves assure tight, leak-proof joints. The excel- 
lent corrosion resistance of strong, rigid saran 
lined pipe assures a maximum service life and a 
minimum of down time. Saran lined steel pipe 
can be delivered immediately, cut and threaded 
to your specifications, or fabricated in the field 
without special tools. 


Saran lined pipe may be the answer to your own 
requirements. For faatee details write or call 
the SARAN LINED PIPE COMPANY, Fern- 
dale, Michigan. Offices in New York e Boston 
Pittsburgh e Tulsa e Philadelphia ¢ Chicago 
Portland e Indianapolis e San Francisco 
Houston e Denver e Los Angeles e Seattle 
Cleveland e Charleston,S.C. e Toronto 
Montreal. 


RELATED SARAN PRODUCTS 


Saran rubber tank lining e Saran rubber mold- - 


ing stock e Saran pipe and fittings e Saran 
tubing and fittings 


DOW 
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sary. It is light in weight, (8«». (,,. 
sixth HP motor is sufficient f: 
purposes. 


'Orma| 


Polishing Jigs 


Clair Mfg. Co., Inc., Dept. \/F 
S. Union St., Olean, N. Y. 


A new group of jigs and fixtures {o; 
the mechanical holding of paris being 
surface finished has been int: ocduced 
Designed for use with Clair surface 
finishing machines, the group includes 
work holders and layout jigs. Prin. 
arily, they are used for holding item, 
such as silverware. but they can |, 
adopted for holding hand tools an 
other products. 


(TOP) This type of work holder facilitates 
surface finishing of spoon bowls, fork tines 
etc. 


(CENTER) To avoid costly rehandling between 

surface finishing operations, batches may be 

transferred from one rack to another by means 
of positioning jigs. 


(BOTTOM) Layout jigs, which often are called 
pre-loaders, assure accurate and rapid loading 
of racks. 


Basically, the holding fixtures con- 
sist of: a framework for mounting in 
surface finishing machine, a clamping 
device for holding the items to be 
surface finished, and a provision for 
supporting heavy-ended items such as 
spoons. 

Two types of construction may be 
employed. For heavy-duty operations 
where structural strength is of import: 
ance, they are made of steel-braced 
aluminum, with a weight of 15 lbs. 
When the need for minimum weight is 
a consideration, a steel-braced lamina- 
ted plastic construction is used. This 
type weighs 10 lbs. 

The holding jigs employ adjustable 
quick-acting, centerpoised, eccentric 
clamps with thumb-pressure ca 


July, 1953 


lease 
of 
the 
man 
Rub 
51 
pe \ 
surf 
whe 
tion 
leur 


mor 


im 


WI 


: | 
may 
| a fi 
ast 
m. 
ey 
m 
| 2 
a 
n 
‘ te 


One. 


109 


for 
eing 
Iced, 
face 
udes 
rim. 
tems 
be 


and 


yases. | he gripping surfaces are made 
of inlaid strips of rubber to permit 
cht floating action essential 
many surface finishing applications. 
Rubber with a Durometer reading of 
5 is suitable for most items, but may 
be varied as required. On applications 
qurface finishing silver and silver-plate 
where sulfur content causes discolora- 
‘ion or Where high resistance to petro- 
leum products is important, synthetics 
may be used instead of rubber. 

Since the clamps are adjustable io 
a range of open and closed positions, 
a standard rack is capable of handling 
a variety of parts. If dimensions of 
items exceed normal holding range, 
modifications can be made at the 
time of fabrication. 


the slig 


Horizontal, Multi-Purpose 
Polishing Machine 


The Central Machine Works, Dept. 
UF, Worcester, 


Mass. 


The above manufacturer announces 
a new series of horizontal polishing 
machines to their line of hydraulically 
operated, multi-purpose machines, the 
H-M Series machines for polishing 
extrusions, sheets and rods as well as 
smaller and odd-shaped pieces. It is 
made in standard sizes from 7 ft., to 
21 stroke. 

The new central horizontal series 
permits the polishing of extrusions and 
sheets the entire length. from begin- 
ning to end. The machine is hydraulic- 
ally operated with provision for ob- 
taining dwell during the polishing 
action, and has an adjustable stroke 
with stepless increments from 2 inches 
up to the full capacity of the machine. 
The horizontal machines are equipped 
with the justly famous hydraulic con- 
tour device so successful for many 
years on Central vertical polishing 
machines. Contour cams are made of 
plywood and may be made up as 
needed, quickly and inexpensively. 

The turn of a valve will oscillate the 
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Sparkler Plating Filter 
Model 18-D-6 Alliron 
600 G.P.H. Portable 


On a horizontal filter plate it is possible to apply a thin pre-coat 
with about one-third the filter aid, and in one-third the time 
required for pre-coating a non rigid media or a surface in a 
vertical position. This saves time and filter aid. 


With the Sparkler horizontal plate you can apply this thin 
pre-coat evenly over the entire plate surface and start filtering 
immediately with less pressure and obtain maximum consistant 
clarity right from the start up to the end of the cycle. 


A filter cake on a horizontal plate will not crack, slip or fall 
off even with varying pressure or a complete shut-down of the 
filter. No pre-coat renewal is ever required after an interruption 
in operation. 


When it is necessary to clean the filter, the Sparkler filter tank 
can be emptied in a matter of minutes with a minimum of loss 
of valuable plating solution. 


Any grade of filter paper from fine to coarse can be used in a 
Sparkler filter. This makes it ideal for carbon treatment of solu- 
tions. Carbon mixed with water in a stand-by tank is circulated 
through a clean set of filter paper on the plates until a carbon 
cake is formed. The solution requiring carbon treatment is then 
circulated through the carbon beds without contaminating the 
plating tank or a shutdown of plating operations. 


At the end of the cycle with a Sparkler filter you can blow-down 
with air and produce a relatively dry cake that can be disposed 
of in a trash can rather than washing it down the drain with 
attendant sewer clogging problems. 


You will find your Sparkler plating filter positive and dependable 
from a standpoint of uniform high quality filtering and 
economical in labor and material. 


ing cost. 


Sparkler representatives in all prin- 
cipal cities are ready to give you 
personal service on your filtering 
problems, and show how you can 
make a material saving in operat- 


Sparkler International Ltd. 


Prinsengracht 876, Amsterdam, Holland Mundelein, Ill. U.S.A. 


MANUFACTURING COMPANY 


Sparkler Western Hemisphere Corp. 
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aTHOROUGH Cleaning Job... 


Extective, low-re ject finishing and plating depend on the removal of 
stubborn chips, abrasives and other insoluble dirt, just as much as on 
cleaning away oil and grease. Degreasing operations do only part of 


the cleaning job. Make it a 


“One-For-All” Operation 


Use the one cleaning machine 
that provides mechanical scrub- 
bing action to augment the sol- 
vent and chemical action of the 
cleaning solution. The Magnus 
Aja-Lif Cleaning Machine gives 
you a vigorous shearing and 
scrubbing action on solid dirt 


particles, as it moves the work 
up and down in the solution 
many times a minute. Each time 
the direction is changed, the 
cleaning solution shears away 
more insoluble chips, abrasives 
and other particles. You get 
really clean work. 


The Fastest Cleaning There Is 


It’s thorough... and it’s fast —un- 
helievably fast. Aja-Lif cleaning 
—with any cleaning solution —is 
two to ten times faster than any 
other method. And as to man- 


maGhus 


power...it’s a less than one man 
operation, because the operator 
can do other work while the 
machine automatically cleans. 


For complete information, write for Bulletin 703-Ai--or @ demonstration on your own work. 


MAGNUS CHEMICAL CO., INC. 
11 South Ave., Garwood, N. J. 
In Canada: Magnus Chemicals, Ltd., Montreal 
Service representatives in principal cities 


table across the face of the polishing 
roll during the stroke. The H-M series 
may be equipped with a mechanical, 
polishing compound applicator or 
spraying equipment as required. The 
series are standardized in sizes to take 
work from 6 ft., long to 20 ft. long. 


Bench Model Tumbling Barrels 


Tumbling Sales & Service Co., Dept. 
MF, King St., Greenwich, Conn. 


The latest additions to the Esbec 
line of tumbling equipment include the 
twin bench tumbling barrel, which is 
ideal for high production tumbling 
of all types of small pieces, from elec- 


tronic parts and surgical needles to 
washers, screw machine products and 
other parts. It offers such a wide 
choice of drum sizes, weight capacities, 
types of drive and speeds that the 
customer can practically design a unit 
to his own: specifications. 

Built for either abrasive tumbling or 
ball burnishing, its extra heavy con- 
struction will stand the gaff of con- 
tinuous operation. Its drums are quick- 
ly removable if it is desired to transfer 
them to a sink for rinsing or separa- 
tion of load. 

A self-contained, watertight tumbling 
bench is available for the Esbec Twin. 
This unit provides built-in separating 
drawers and a water outlet which can 


METAL FINISHING, 


be hooked up to any drain. For thos: 
plants where disposal of waier is , 
problem, this tumbling bench is 4 
truly practical answer. It is also 
very practical piece of equipment fo; 
production tumbling departments. 


Strippable Liner for Vacuum 
Coating Tanks 


National Research Corp., Dept. MI. 
Seventy Memorial Drive, Cambridy 
42, Mass. 


The company now offers a strippable 
liner for vacuum coating tanks. In the 
vacuum metallizing process the interio: 
of the coating tank becomes covered 
with successive layers of evaporated 
metal. This material is difficult to re- 
move and outgasses badly when th 
tank is evacuated, thus increasing th 
pump-down time. By coating the inte- 
rior of the coater with Narliner stripp: 
able liner, these metal accumulation: 
can be removed periodically by merel) 
stripping the plastic coating away fron 
the coating tank and short metallizing 
cycles are thus maintained. 

Narliner is a synthetic liquid resin 
which is applied to the inside of the 
vacuum coating tank by brushing 0: 
spraying. Drying rapidly to form « 
tough plastic lining, it can easily be 
stripped from the walls of the coater. 
leaving them clean and ready for an- 
other application of strippable film 
before the next coating cycle. The line! 
is available in one- and _five-gallon 
containers. 


Phosphating Cleaner 


Klem Chemicals, Inc., Dept. MI. 
14401 Lanson Ave., Dearborn. Mich. 


The above firm announces 4" i! 
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proved me-slage phosphate cleaner for 
more economical preparation of all 
types of metal surfaces for painting. 

Minit-Kote, as the cleaner is known, 
now removes, in as little as 60 sec- 
onds at a concentration of only 44% 
9 2. by volume, all traces of oil, dirt. 
rust and tarnish. At the same time it 
deposits a light, uniform phosphate 
coating on the surface that assures 
better paint adhesion. 


The new product is especially de- 
signed for use in spray type washers 
at temperatures of 160°-180°F. Its 
fast. safe action makes obsolete 3 and 
5 stage cleaning methods, saving the 
time and floor space required for the 
extra operations. No special handling 
equipment is required and it is non- 
(oxic. 

It may also be used instead of an 
alkali rinse, in spray gun or steam 
cleaning equipment, at even lower 
concentration making these operations 
exceedingly economical. Since it does 
not precipitate hard water salts, it may 
be diluted with any type water. 

Further details on this one-stage 
cleaner may be obtained by writing 
direct to the manufacturer. 


Single Cartridge Respirator 


Mine Safety Appliances Co., Dept. 
UF, Braddock, Thomas & Meade Sts., 
Pittsburgh 8, Pa. 


Economy and comfort are said to 
be outstanding features of a new, in- 
single-cartridge “Gasfoe” 
All seven parts are inde- 


expensive 
respirator, 


pendently replaceable, so that long 
service life is assured. The cartridge, 
which contains treated charcoal fill, is 


nuisance 


obnoxious but 
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To help you 


operations. Portable, 


belt grinding — wet and dry. 
PLASTICS, CERAMICS, GLASS 


With this new catalog you can easily select the 
right belt, disc, or cut sheet for any machine 
or hand abrasive operation—on metals, non- 
metallics, or wood. 


The recommendations given are comp/lete—in- 
cluding grain sizes and types, backings, coatings, 
product sizes, prices and packaging information. 
You'll also find a useful section telling who 
manufactures machines used with coated abra- 
sives, and listing model numbers and belt sizes. 


CARBOR 


RADE M 


Metalworking: Hand and machine 
disc sanding; 
contact wheel, platen, and slack-of- 


OTHER NON-METALLIC MATERIALS 
Woodworking: Hand and machine 


choose the right 


COATED ABRASIVE for every job! 


sanding and finishing; machine 
sanding of all types: portable belt 
sanding machines. 


In addition you |! find full informa- 
tion on contact wheels of all types, 
and on the economical “61"" Port-A- 
Belt grinding attachments. 


| Send for copy today! "4 


YES! Send me the new COATED ABRASIVE 
SELECTOR — Catalog No. 7( 


AND 


NAME TITLE 


COMPANY 


STRLET AND NUMBER 


cITy ZONE 


UNDUM 


STATI 


the ONLY source for EVERY abrasive product you need 


“Carborundum” and “Port-A-Belt”’ are trademarks of The Carborundum Company, Niagara Falls, New York 


designed to protect the wearer against 


concentrations of organic 


vapors, and certain acid gases having 


relatively harmless 


odors. 

The lightweight, compact facepiece, 
of formable aluminum, is easily shaped 
by hand to fit the face contour. 
feature, together with a soft sponge- 


This 


rubber facepiece cushion, assures an 
excellent face seal without uncomfort- 
able pressure. 


Because of its compact and stream- 


lined design the new respirator is said 
to eliminate “blind spots” for the wear- 
er, and prevent the closed-in feeling 


1953 


which workers frequently complain of 
in making excuses for not wearing 


respirators. There are no distracting 
corners and edges. designers point out, 
which aids worker concentration and 
provides a greater feeling of comfort. 

The replaceable plastic cartridge is 
factory packed to prevent crushing 
or channeling of the charcoal fill. An 
auxiliary overlay screen keeps paint 


pack- 


age of these, auxiliary screens is pro- 


globules out of the cartridge. 


vided with the respirator, which is 
packed in a sturdy and attractive metal 
container. 


A A A 
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Over 50 Standard Type MB2 High Speed Buffers complete the picture of 


high production polishing and buffing at the Huntington, W. Va. division of 


the Houdaille-Hershey Corporation. 


These Standard MB2», \ 
Buffers are equipped With 
twin motors driving two 
independent spindles 
through 3 ball bearings per 
spindle. Each motor has it 
own magnetic starter, push“ 
button station, shaft lock, 
multiple V-belt drive and 
belt tensien adjustment. 
Standard MB2 Buffers are 
available in sizes ranging 
from two (2) 3 HP to two 
(2) 30 HP motors with 
speeds to your specifications. 
Write for Catalogue 44. 


Here are results 
you can count on: 


e Higher Production 
e¢ Minimum Maintenance 

e Longer Wheel Life 

e Maximum Economy 

e Faster Polishing Operation 


the STANDARD electrical toot co. 


MACHINE TOOLS 
2503 RIVER ROAD © CINCINNATI 4, 


OHIO 


Non-Etch Aluminum Cleaner 


Van Straaten Chem. Co., Dept. MF, 
546 W. Washington, Chicago 6, Ill. 


An alkali cleaning compound that 
will not etch or discolor aluminum, yet 
is so powerful that it will thoroughly 
spray wash the most difficult type of 
heavy cleaning, was announced re- 
cently by the above company. 


The new compound is non-toxic, is 
non-inflammable, cleans thoroughly 
and quickly, and is unique among 
alkali cleaners because it even prevents 
rusting of the manufactured ferrous 
parts after they are washed. It has 
been safely used on all aluminum and 
zinc alloys without etching or discolor- 
ation and also will not tarnish or dis- 
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color other non-ferrous metals such as 
brass, copper, and bronze. 

The new product, known by the 
formula number Vantrol 5541, is an 
in-process spray washer type cleaner 
that has been successfully field tested 
on both ferrous and non-ferrous 
metals. It now permits manufacturers 
to clean difficult parts made of differ- 
ent metals in the same cleaning line. 


Air-Operated Solvent Cleaning 
Unit 
Jiffy Parts Cleaner, Dept. MF, 8415 
Fountain Ave., Los Angeles 46, Calif. 


A new air-operated “jet action” 
parts cleaner greatly reduces the time 
required for cleaning small parts of 
all kinds. Compressed air at any avail- 
able pressure above 45 pounds creates 


METAL FINISHING, 


a turbulence which produces an effey. 
tive mechanical cleansing action to thp 
detergent properties of any common. 
ly used solvent. As a result, grease. 
coated parts are thoroughly cleaned 
within five minutes, with greater pene- 
tration of crevices, grooves, and 
threaded _ holes. 

The heart of the new parts cleaney 
is a five-jet agitator unit with 12 ports 
which admit compressed air in such 
a way as to set up a turbulence pattern 
which activitates the entire volume of 
solvent in the tank. This unit is housed 
in a heavy steel tank of six and ore. 
half gallon capacity. A heavy-duty 
parts basket is equipped with a locking 
hook which grips the lip of the tank, 
allowing both for easy loading and 
effortless draining of cleaned parts. 
After the basket is loaded, the locking 
hook is released and the basket is 
lowered into position over the agita- 
tor unit. A sturdy friction-grip splash 
lid seals the tank and prevents spilling 
of the solvent. An air-valve outside the 
tank admits compressed air to stari 
the cleaning action, and a turn of the 
same valve cuts off the air-flow when 
cleaning is completed. Because of this 
convenient arrangement, the Jiffy can 
be used for over-night soaking without 
air agitation, or for fast cleaning with 
air agitation, as desired. 

The unit is low in cost, is heavil 
built throughout for long service. an‘ 
requires a minimunmr of maintenance. 
Agitation of the solvent helps to keep 
the interior of the tank itself clean and 
free of caked sediment. 


Solvent for Cleaning and 
Degreasing 
Brulin & Co., Inc., Dept. MF. 29" 


Columbia Ave., Indianapolis 7. !n/. 


The new solvent combines ver! 
important features which make 
cellent for production line use. |’rac- 
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cally non-toxic and non-inflammable, 
safe to use without requiring 
wecial safety clothing or special venti- 
lating equipment. Health hazards are 
liminated while the efficiency of prime 
colvents is retained. 

Because Brulin solvent acts and dries 
quickly, it is excellent for production 
line use Where speed is essential. It is 
particularly efficient for cleaning elec- 
trical motors as it has no adverse 
eflects upon electrical insulation. It 
does not contain carbon tetrachloride 
or other toxic chlorinated solvents. It 
is a highly concentrated solvent for all 
degreasing and cleaning operations. 

Economical to use, low in cost. the 
solvent is available in drums from 5 
to 55 gallons. 


Corrosion Resistant Plastic Valves 


Vanton Pump Corp., Dept. MF, 
Empire State Bldg., New York 1, N. Y. 


The above manufacturer announces 
the availability of a new line of cor- 
rosion-resistant plastic globe and “L” 
valves. Constructed entirely of poly- 
ethylene, except for the sealing dia- 
phragm on the dise which is composed 
of a polyethylene-polyisobutylene mix- 
ture to insure maximum resilience and 
drop tightness, these valves will with- 
stand the corrosive action of most 
acids, including sulphuric, hydrochlor- 
ic, nitric and hydrofluoric. as well as 
a variety of caustic solutions. 


Relatively light in weight, but high 
in strength, Vanilene (polyethylene ; 
valves are recommended for working 
pressures up to 50 p.s.i. and tempera- 
tures to 150°F. At this time, 4”, 1”. 
\\o” and 2” sizes are available, with 
larger sizes soon to be announced. 


Thickness Tester for 
Anodized Aluminum 


General Electric Co., Dept. 
Schenectady, N. Y. 


MF, 


This tester operates on the principle 
of voltage breakdown and, at output 


an unfailing 
D-C SUPPLY 


for quality plating 


ANNOUNCING. 
PERIODIC REVERSE. 
may now obtain a R-A Periodic 
: Unit for electroplating generators, 
and one for electroplating rectifiers up to 
For increased production, improved quality, fewer 
rejects, lower labor costs—which translates into higher profits 
—use Richardson-Allen dependable rectifiers. ir 
The basic R-A Rectifier is widely used where a single ra 
voltage or current is needed or where several rectifiers - “og 
are to be paralleled. mec 
= 


For electroplating chrome or bright nickel a 22-position oa 
tap switch is supplied. For electroplating gold or silver, °° 
and for anodizing a 36-position tap switch is used. 


A special Heat Exchanger unit is available for use in => 


corrosive atmospheres. This R-A development permits 
operation at elevated ambient temperatures with a minimum 


temperature rise. Long, uninterrupted, dependable \i =e 
write for descriptive literature | | | 
Ts?) 


service is assured. 


RICHARDSON-ALLEN CORPORATION 


@ manufacturing affiliate of 
WESLEY BLOCK AND COMPANY, 39-15 MAIN ST., FLUSHING, N. Y. 
IN CANADA: Richardson-Allen of Canada, Ltd., 370 Victoria St., Toronto, Ont. 


LEADING POWER CONVERSION SPECIALISTS 


voltage of more than 100, the current 
is limited to 5 millianperes to avoid 
shock hazards. The unit weighs less 
than 9 lbs. and requires little technical 
knowledge or skill to operate. 

The unit is designed to meet ASTM 
specification B110, operates from 115 
volt, 60 cycle current and consumes 
about 25 watts. 


Low Toxicity Safety Solvent 


Tect, Inc., Dept. MF, Cortlandt & 
Erie Sts., Dumont, N. J. 


A new, low-toxicity. safety solvent 
replacing carbon 
announced. Designated as Tecsolv No. 
383, the solvent is non-inflammable. 
fast evaporating and exceedingly low 
in toxicity. 


tetrachloride was 


METAL FINISHING, July, 1953 


It may be used with vapor concen- 
trations in the air 10 to 20 times those 
permissable with carbon tetrachloride. 
It is a clear, colorless liquid with a 
pleasant odor—but contains no carbon 
tetrachloride whatsoever. It 
a very low percentage of non-volatile 
material and was first developed for 
the cleaning of electronic parts. How- 
ever, it is now finding many other 
industrial uses. 


contains 


Plating Equipment 


Wagner Bros., Inc., Dept. MF, 427 
Midland, Detroit 3, Mich. 


The company has designed a new 
“packaged” semi-automatic plating 
system to replace or augment still tank 
plating for the electroplating field. 

Number one advantage of the new 
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SURFACE FINISHING 
FLAT OR CONTOURED PRODUCTS MACHINE 
SURFACE FINISHED WITH PRECISION : 


_ Wrenches, pliers, screw drivers, ax heads—these and other 
hand tools can be surface finished most efficiently with a 
Clair Machine. The Model 206-A, specifically developed for 
this type of service, is equipped for either magnetic or 
mechanical holding fixtures. Providing a working surface 
38" wide and buffs from 3”’ to 12" in diameter . . . this versatile 
machine operates on a principle thoroughly proved in many 
surface finishing 
operations. 


Write 
for details! 


MANUFACTURING CO., INC. 
Specialized Machine Equipment For Glazing and Polishing Operations 


OLEAN, N. Y. 


semi-automatic is its versatil 
a run is completed (or bety ©) yy). 
of a certain part), the systen | jay |, 
altered for a different job | simply 
shifting the “pusher shoes” {he 
sired spacing. Spacing to an 
sion in 2” increments may bi accom, 
plished in a minimum of tine }, 
removing pusher shoes. The second 
advantage of the semi-automatic js jy 
the reduction of maintenance costs. 
all wear points are Zerk lubricated, 
the standard roller chain is available 
everywhere, and the Micarta pusher 
shoes last indefinitely. The variable 
speed control and drive are combined 
in one unit which may be replaced jp 
minutes by removing a few hold-down 
bolts. Standard v-belts are used for 
drive and agitating mechanisms. The 
plating shop hazards of drip, moisture 
and corrosion are eliminated by the 
totally enclosed ball-bearing motor, 
For long life. the driving sprocket 
shaft turns on three bearings. two in 
the speed reducer, one outboard in 
the frame. 

Efficient agitation is obtained }y, 
longitudinal motion; the mechanism 
is mounted at one end on a single 
bracket with v-belt drive. An unusual 
feature of the machine is the clean 
design which permits loading at any 
point, even at the ends of the tank. 
The anode bar is formed equidistant 
from the cathode at ends as well as 
sides so that plating is uninterrupted 
and quality is uniform. The packaged 
semi-automatic includes tank to stand- 
ard or user’s specifications, is com- 
pletely insulated at critical points and 
wired ready for installation. Sales of 
the new equipment are handled by 
company representatives in principal 
industrial areas. Descriptive literature 
is in preparation and may be had by 
writing to the above company. 


dimen. 


Blower-Exhauster for Ventilation 


The Brundage Co., Dept. MF, 574 
North Park St., Kalamazoo, 11, Mich. 


A new compact blower-exhauster 
that solves ventilating, smoke, heat and 
fume removal problems for industrial 
plants, is now available from the 
above company. 

This new exhauster does not require 
a cabinet or complicated super-struc- 
ture. It can be fastened directly to 4 
wall, up out of the way. The angle of 
discharge can be adjusted to any de- 
gree. Motor, bearings and all other 
parts are designed for long-lived efi: 
ciency and quiet operation. 
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Transfer Pump 


Paul C. Roche Co., Inc., Dept. MF. 
11 Park Place, New York 7, N. Y. 


The transference of liquids such as 
solvents, alkalies and acids is a simple 
matter with the new Frinet acid pump. 
It is particularly suited for transfer 
of corrosive materials from carboys to 
smaller containers for all parts are of 
acid-resisting plastic, usable for tem- 
peratures up to 40°C. 

The patented unit comprises four 
elements, a standpipe, a rubber stop- 
per, a foot pump and a safety valve. 
The standpipe is adjusted to the depth 
of the container by moving it up or 
down inside the rubber stopper. (Ta- 
pered stopper fits wide range of con- 
tainer mouth openings). Air pressure 
to force out liquid is provided by the 
foot pump. Pulling handle of the safety 
valve immediately stops flow, and 
avoids splashing as vacuum action will 
draw back instantly all liquid in the 
siandpipe. There are no moving parts 
to wear out or jam. 


Turntable Design Washing 
Machine 


G. S. Blakeslee & Co., Dept. MF, 
1844S. 52nd Ave., Cicero 50, Ill. 


This newly designed washing ma- 
chine incorporates several interesting 
features resulting in economy of space 
and economy in operation. Machine 
work either in baskets or in special 
fixtures rides a turntable. The turn- 
table brings clean parts back to the 
man who put the work in the machine. 
High efficiency in operation is due to 
the turntable taking the work through 
a spray for washing and rinsing. It 


MANUFACTURE OF CATALYSTS 


@ The Mutual name and trade mark on a Chromic Acid 
drum guarantee a product with a minimum assay of 
99.75% and a sulfate content not exceeding 0.1%. Chromic 
Acid of that purity may be used with confidence in any 
of the above applications. 


MUTUAL CHEMICAL CO. 


OF AMERICA 


270 Madison Avenue New York 16, N. Y. 


Plants: Baltimore - Jersey City 


METAL FINISHING, July, 


also takes the work through the air 
blow-off section, and then back to the 
loading-unloading station. 

This unit is available in a wide 
variety of sizes, and the turntable is 
designed to accommodate all types of 
work, in various stages of manufac- 
ture. Special motor-driven pumps cir- 
culate the washing and rinsing solu- 
tions. The air, connected to the regu- 
lar shop line, is controlled by an auto- 
matic trip mechanism so that air is 
“on” only as the work passes through 
the blow-off section. Correct operating 
temperature is maintained at all times 
by a bellows operated thermostatic 
control valve in the heating line. 

The equipment can be furnished for 
steam use or gas heat, and in special 
explosion-proof construction for use 
with petroleum solvents. 
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**There’s no single tumbling 
barrel — or one barrel speed — 
that will satisfy all types of 


tumbling requirements.” 


BUT: ee there is ONE source of Supply for 


reliable tumbling barrels and equipment to meet every 


tumbling need. 


HENDERSON BROTHERS offers, from a 


wide range of tumbling equipment: 
@ a set speed drive—for long production runs, 


@ a variable speed unit—range 
8 to 40 RPM on tilting or horizon- 
tal barrels —for job shop or job lot 
tumbling. 


@ horizontal unlined cast barrels 
or steel tilt-type barrels—for 
grinding. 


@ wood or rubber-lined horizon- 
tal or tilt-type barrels—for polish- 
ing and burnishing. 


Since 1880 Designers and Producers of Tumbling Barrel Equipment. 


THE HENDERSON BROS. COMPANY 


135 S. LEONARD ST., WATERBURY, CONN. 


A single compartment 
wood-lined barrel. 


Chandeysson Elects Officers 


A. W. Chandeysson. president of the 
Chandeysson Electric Company, St. 
Louis, Mo., announces the election of 
J. F. Carland as executive vice presi- 
dent and general manager of the com- 
pany. Mr. Carland, formerly of Chi- 
cago, a graduate electrical engineer, 
spent twenty-three years with the Gen- 
eral Electric Co. in the manufacturing, 
engineering, financial and marketing 
departments of two operating divisions. 

Other officers elected recently were 
T. A. Leonhardt, vice president and 
plant superintendent and William E. 
Schwarz, vice president and engineer- 
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Dolores Bundschuh 


ing and plant manager. Mr. Leonhardt 
has been associated with the company 
for 30 years in several management 
capacities and Mr. Schwarz, former 
chief engineer, rejoined the company 
and brings valued experience from his 
work with Westinghouse Elec. Co. ani 
duPont. D. Bundschuh, treasurer ani 
office manager and K. H. Eggers. se. 
retary were re-elected officers. 


New England Buff Moves 
The New England Buff Co., located 


in Boston for over 63 years, has moved 
its main office and plant to Suncook. 
New Hampshire, telephone Suncook 
422. 

The change was made due to ex- 
panding business, that the more efh- 
cient facilities might help step up pro- 
duction to meet delivery requirements. 
The firm specializes in the manufacture 
of cotton buffs. 


O’Donohue Purchases Building 
The O’Donohue Sales Co., distribu- 


tor of industrial finishing supplies and 
equipment, has purchased the building 
at 3812-18 N. Hubbard St., Milwau- 
kee 12, Wis. For the present the gen- 
eral offices, laboratory and the No. | 
warehouse will be located at this new 
address, but plans are being made *0 
that eventually all the Milwaukee re- 
quirements will be handled from this 
location, 


Dowling Named New Jersey 


Representative for 


Bart-Messing Corp. 


Carl T. Dowling of South Amboy. 
N. J., has been named New Jerse! 
representative for Bart-Messing (07). 


manufacturers of Sel-Rex selenium 
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Carl T. Dowling 
rectifiers, and Sel-Rex Precious Metals, 
Inc.. both of Belleville, N. J. In his 
new position, Mr. Dowling will handle 
sales of selenium rectifiers, plating 
and polishing equipment and supplies, 
and precious metal plating salts and 
solutions. 

Prior to joining the above com- 
panies Mr. Dowling was associated 
with Hanson - Van Winkle - Munning. 
He has been engaged in sales and 
engineering work in the electroplating 
field for the past eight years. 


Whittaker Now Grinds and 
Processes Italian Pumice 

Having recently sold its pumice 
operations at Grants, N. M., operated 
by its subsidiary, Pumice Corporation 
of America, Whittaker, Clark & Dan- 
iels, Inc., 260 West Broadway, New 
York 13, N. Y., now imports speci- 
ally selected crude pumice from Italy 
for grinding and processing at its new 
plant in South Kearny. N. J. Whit- 
taker’s resident agent at Lipari, Italy 
inspects and ships only the purest 
pumice that is free of all obsidian and 
foreign matter. 

A large inventory of the crude ore 
is maintained at South Kearny, to in- 
sure uninterrupted production and 
shipment. 


Inet, Inc., Appoints Atwater 
Inet, Inc., Los Angeles, Calif.. 
worlds largest manufacturers of regu- 
lated selenium rectifiers has appointed 
Bruce H. Atwater, sales manager. 
Atwater was formerly vice-presi- 
dent sales, Pacific Airmotive Corp.. 


Burbank, Calif. 


H-VW-M Makes two New 
Connecticut Appointments 
Hanson - Van Winkle - Munning Co., 
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A FEW OF THE MANY 


FORMA 


PRODUCTS 


STYLE C-20 


CONTACT WHEELS 
and F-26 Belt Lubricant 


A C-20 flexible Contact Wheel will 
form itself to the shape of the work 
and permit the abrasive felt to 


polish contoured surfaces and F-26 Z P p oO U 


Abrasive Belt Lubricant will in- 


crease belt life by preventing load- These famous long-wearing buffs run 
ing and glazing. Produces finer cool under ali buffing conditions. Con- 
smoother and brighter surfaces Structed of high count bias-cut cloth or 
through lubrication. sisal mounted on safe steel centers 


Available in a wide range of densities 
and center diameters 


A complete line of buffing compounds in bar form as well as in liquid form for brush or spray 
application. Also Flex-A-Giu polishing wheel cements. 

Our Laboratory and Sales Engineering staff would welcome the opportunity to be of help in solving 
your finishing problems. Send for descriptive literature 


MANUFACTURED IN CANADA BY JOHN GALLOWAY weal KITCHENER, ONT. 


Matawan, N. J.. manufacturers of 
electroplating equipment and supplies, 
announces the appointment of Robert 
E. Creamer as district sales manager 
and William E. Bridgett as district 
sales representative for Connecticut. 


Creamer, whose headquarters will 
be at Stratford, moves up from his 
position as H-VW-M sales representa- 
tive for Connecticut. He was former 
supervisor of plating at lL. 5S. Naval 
Air Station. Quonset Point. R. I... from 
1242 to 1945. 

Before World War Il. Creamer 
worked for the company for one year 
at its laboratories in Matawan. He 
left to go with Andrew B. Hendryx 
Co.. New Haven, Conn. He spent six 
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LIDRARIES 


Unlike salesmen with the single ambition to 
sell more goods, Sales Engineers analyze cus- 
tomers’ problems, make expert recommenda- 
tions, see the job through. 

Klem has no salesmen—just Sales Engineers 
supported by lab facilities that duplicate any 
production condition to assist them in solving 
problems. 


Place your tough job in the hands of a Klem 
man. The assignment will be followed. The 
sale will be regarded as made only when the 
product furnished is doing the job you want 
done. 


KLEM PRODUCT of the MONTH 


3 OF 20 STANDARD 
KLEM PRODUCTS 


KLEM KOTE—Cleans, condi- 
tions ferrous metals and alu- 
minum surfaces—imparts a 
phosphate coating for better 


Klem Water Wash Compound No. 203 


Reduces Spray Booth maintenance costs, keeps circulation 
lines, water pumps, nozzles and baffles free of paint 
sludge. No. 203 floats the paint, makes reclaiming of 
paint easier. Write for details 


paint adhesion. Non-toxic, re- 
quires no special handling pre- 
cautions 

KLEM KLEANER No. 144— 
Rapid, thorough, heavy duty still 
tank cleaner for ferrous metals 
Removes the most difficult soil 


RUST-SOL No. 124—Concen- 
trated phosphoric acid surface 
cleaner Removes oil and rust 
Provides slight etch to promote 
paint adhesion. Meets USA 
3-213, TAC-ES431 and MIL-C- 
10578 


William E. Bridgett 


years with Hendryx, where he was 
supervisor of plating. 

Bridgett leaves H. L. Judd Co., 
Wallingford, Conn., where he was 
superintendent of finishing. He spent 
18 years with the Judd Co. Bridgett 
attended New Haven Junior College, 
and served 41% years with the U.S.A. 
Air Force during World War II. 


American Nickeloid 
Appoints Griffin 


Howard S. Griffin of Toronto has 
been appointed Canadian sales repre- 
sentative for American Nickeloid Co., 
Peru, Ill... according to recent an- 
nouncement by Carl C. Struever, gen- 
eral manager. Operating out of the 
company’s Canadian office at 82 Rich- 
mond St., Toronto, Mr. Griffin will be 


METAL FINISHING. 


Howard S. Griffin 


in charge of Nickeloid pre-plated 
metal sales for the provinces of Op. 
tario and Quebec. 

Well known in Canadian and for. 
eign trade circles, the new representa- 
tive has been actively engaged in ex. 
port and import work for many years. 
He is a graduate of Queens University 
in chemical and metallurgical engi- 
neering and is also associated with 
G. R. Marshall & Co., Ltd. of Toronto 
in the operation of their import depart- 
ment. 


Light Metal Processors, Inc., 
Licensed to do Mollerizing 


The first license granted within the 
United States for use of the Swedish 
“Mollerizing” process for the coating 
of steel with aluminum hasbeen 
awarded to Light Metal Processors, 
Inc., Redwood City, Calif., Donald M. 
Nelson, chairman of the board of 
American Mollerizing Corp., announc- 
ed recently. 

Light Metal Processors, a new com- 
pany, will begin construction of a 
$500,000 plant at Redwood City in- 
mediately, Mr. Nelson said. The pro- 
cess, designed to prevent rust and 
other forms of corrosion, is particu: 
larly applicable to marine products. 
automotive products, pole line hard- 
ware, structural steel and transmission 
towers, among other products. 


Knapp Mills, Inc., Announces 
Election of Harold E. Olson 


Knapp Mills, Inc. has announced 
the election of Harold E, Olson to 4 
newly created post of executive vice: 
president of its wholly owned su) sidi- 
ary, The Andrews-Knapp Constru tion 
Co., Ine. 
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Harold E. Olson 


In making the announcement the 
company stated that its successful 
European negotiations on patents and 
processes which it is developing on 
behalf of the American Viscose Corp. 
involving the production of lead clad 
metals occasions this move. 

Mr. Olson is well known throughout 
the chemical and atomic industries. As 
New York manager for a prominent 
lead fabricating concern he was re- 
sponsible for negotiations and com- 
pletion of some of the major lead con- 
struction programs in America. 


Amseo Solvents Announces 
Opening of New Louisville 
Branch 


Louisville, Kentucky became the 
newest city to have a member of the 
Solvents and Chemicals Group when 
Amsco Solvents and Chemicals Co. of 
Cincinnati opened its Louisville Branch 
office on June 1. 

The new office at 660 S. Fifth St. is 
headed by A. M. Schulten. Mr. Schul- 
ten, a native Louisvillean and a gradu- 
ate of the University of Louisville, 
stated that local warehouse stocks of 
solvents and chemicals used in the 
manufacture of paint, chemicals, inks, 
pharmaceuticals, industrial finishes 
and in the cleaning of metal would be 
available. 

The opening of the Louisville office 
marks the fourteenth major industrial 
area to be served by the Solvents and 
Chemicals Group through its 11 mem- 
ber companies. Amsco Solvents & 
Chemicals acts as distributors for lead- 
ing manufacturers of such products as 
alcohols, acetates, ketones. naphthas, 
aromatic solvents, plasticizers, waxes, 
raval stores, etc. 
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_ Precious Metals for Plating 


Pioneers In 


The Development of 
Modern Precious Metal Plating Processes 


Outstanding developments by Sel-Rex in precious metals 

for plating have resulted in better quality at less cost for both 
decorative and industrial platers. Superior engineering skill 
and long experience in the plating field make Sel-Rex 

your best choice for all precious metal plating needs. 


BRIGHT GOLD PROCESS produces pore-free “ 


mirror bright” 


deposits regardless of thickness. Eliminates need for scratch 
brushing or buffing. Gives excellent metal distribution and 
deposit is twice the hardness of conventional gold. Ideally suited 
for specification thickness in barrel or still plating. 


BRIGHT RHODIUM SOLUTIONS provide a brilliant, 

durable deposit that will withstand severe abasion. The chemically 
stable solution is ideal for specification plating of protective 
coatings that will not corrode or tarnish in any atmosphere. 


SILVER SOL-U-SALT (Potassium Silver Cyanide) 


in pure crystalline form is completely soluble in water. 
Eliminates old fashioned mixing, calculating or filtering. 
Eliminates hazard of airborne dust—no insoluble particles 
in the bath to cause rough deposits. 


Consult our engineers on any precious metal problem 
No obligation. Detailed literature available on request. 


WRITE DEPT. MF-7 


SEL-REX PRECIOUS METALS, INC. 


229 Main Street 


@ Belleville 9, N. J. 


’. > *Pfoneers and developers of better gold, silver, nickel, 
= copper, cadmium and rhodium salts and solutions. 


Manufacturers in the Louisville area 
are invited to write or call the new 
Louisville office for complete details 
of its operation. The telephone number 
of the new office is listed as Wabash 
3393. 


Hults Elected President 
of Schnefel Bros. 


At a recent board of directors meet- 
ing at Schnefel Bros. Corp.. makers of 
LaCross manicure instruments, Wil- 
lard L. Hults was elected president. 
He will fill the office vacated by the 
death of P. M. Schnefel, who died in 
May the eve of the 50th anniversary 
of the company, founded by him in 
1903. 


Hults joined Schnefel 


thirty-one 


1953 


Willard L. Hults 
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Many KIRK & BLUM In- 
dustrial Ovens, although de- 
signed and built to specifica- 
tions, are shipped completely 
assembled and tested, ready 

_ to operate. Once “spotted” in 
your plant, they can be con- 
nected and in operation in a 
few hours, saving time, ex- 
pense and confusion. 


Illustrated is a representa- 
tive group recently shipped to 
well known industrial firms. 


KIRK’ 


INDUSTRIAL OVENS 


years ago as a production engineer 
at the age of 24 having ‘previously 
been manager of the Commonwealth 
Chemical Co. of New York. In 1938 
he was named vice-president in charge 
of factory operations and executive 
vice-president in 1951. 

Mr. Hults, a native of New Jersey. 
is a graduate of Rutgers University. 
He has been a member of the American 
Society for Metals for the past thirty 
years and served as chairman of the 
New Jersey Chapter in 1946. He is 
now a member of the advisory com- 
mittee. He is also a member of the 
American Electroplaters’ Society, The 
Sales Executive Club of Northern, New 
Jersey, The Y.M.C.A. of the Oranges 


and president of the Investors Savings 
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From right to left: core-mix 
drying oven. Two moisture 
evaporation ovens for chem- 
ical powders. Moisture re- 
moval oven for carbon elec- 
trodes. A conveyorized oven 
for drying insulating var- 
nishes. 


For information or litera- 
ture on any of these products 
write The Kirk & Blum Mfg. 
Co., 3159 Forrer St., Cincin- 
nati 9, Ohio. 


e Industrial Ovens e Fan 
Systems for Various Industries 
e Dust Collecting Systems 
in Metal Industries. 


and Loan Association of Millburn, 
Union and East Orange, New Jersey. 


Frederic B. Stevens, Inc. 
Appointments 


Harold W. Faint has been appointed 
Chicago district sales manager for the 
Metal Finishing Division, Frederic B. 
Stevens, Inc., according to Frank Watt, 
sales manager of the division. 


immediately prior to joining Stev- 
ens, Faint was sales manager, /ndus- 
trial Filter & Pump Mfg. Co., Chicago, 
where he was employed seven years. 
He has 20 additional years experience 
in allied industries, all related to the 
field of metal finishing. Faint served 
in both World War I and II with the 


Harold W. Faint 


Robert R. Seaman 


U. S. Army and is at present a [;. 
Colonel in the U.S.A. Reserve. 

He is a member of several profes. 
sional and fraternal organizations anq 
is, at present, serving on the board 
of managers, Chicago Branch. Ameri. 
can Electroplaters’ Society. 

The company also announced that 
three service engineers have heen 
added to the fast growing staff of the 
new customer service department. They 
are Robert R. Seaman, Donald EF. Lin. 
and Howard Michaels. 

Seaman is a graduate of University 
of Michigan and also holds a degree 
in Electrical Engineering from the 
University of Detroit. He will special- 
ize in electrical service consulting for 
automatic electroplating installations. 

During World War II, he served 
in Northern France, Belgium, and 
Germany with the U. S. Army Corps 
of Engineers. Prior to joining Stevens, 
Seaman was employed by Hanson-] an 
Winkle-Munning in their Detroit dis- 
trict office. He is a member of Amer- 
ican Institute of Electrical Engineers 
and Engineering Society of Detroit. 

Lind will specialize on automatic 
equipment and will spend a consider- 
able amount of time on_ installation 
work and periodic good-will service 
calls. 

He joins Stevens with considerable 
experience as a customer service and 
installation engineer, having been em- 
ployed in that capacity for eight years 
with the Cross Machine Co., Detroit. 
and Standard Cap & Seal Corp.. Chi- 
cago. Prior to that he was employed 
in the production engineering depart- 
ment of Bastian-Blessing Co., Chicago. 

Lind received his education at North- 
western University. Evanston, Ill.. and 
also completed the tool and die 
apprenticeship requirements at Lake 
Shore Engineering Works, Marquette. 
Mich. 

Michaels has been with the Stevens 
organization for some time, on service 
work. As part of the customer service 
department he will perform fina! in- 
stallation and periodic maintenance 
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Donald E. Lind Howard Michaels 


inspections and will be available for 
engineering consultation work on the 
hest methods of revamping existing 
machines to do additional types of 
work. He was employed in the general 
maintenance department at Packard 
Motor Car Co., Detroit, before coming 
with Stevens. He is a member of the 
Detroit Chapter American Flectropla- 
ters’ Society and the Engineering So- 
ciety of Detroit. 


Enthone Increases Facilities 


Enthone. Inc., New Haven. Conn., 
manufacturers and suppliers of chem- 
icals for the metal finishing industry, 
announces the completion of increased 
manufacturing and warehousing facil- 
ities at their plant. The photograph 
shows the recent two-story addition to 
their group of buildings. The added 
area amounts to 6.600 square feet. At 
the present time, the ground floor of 
this new building is being used for 
warehousing of company products and 
distributed chemicals and for the en- 
larged shipping and receiving depart- 
ment. Increased warehousing facilities 
will allow the stocking of larger quan- 
tities. Space formerly used for ware- 
housing has been made available for 
the increased manufacturing require- 
ments of the company. 
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To remove iron and aluminum 


from chromic acid plating and 


In addition to functioning as a chrome 
purifier, the above unit provides cation- 
free water for acid pickling and for 
water make-up for acid plating and ano- 
dizing solutions. 

It was found that after the ionXchange 
unit had reached its normal capacity for 
the removal of metal ions, there was still 
additional capacity for the removal of 
calcium and magnesium. Since these lat- 
ter cations cause plating trouble if al- 
lowed to build up in the plating solution, 
cation-free water is added to the bath 
and to the rinse tanks before plating. 


ILLINOIS WATER TREATMENT CO. 
856-7 Cedar Street, Rockford, Illinois 


1953 


anodizing solutions by ionXchange 


this multi-purpose 
Ittco-Way De-cationizer 
was recently 

installed in a 

metal fabricating 


plant 


When the unit reaches its total capacity 
for metal ions as well as for calcium and 
magnesium removal, it is regenerated with 
sulfuric acid and readied for a new cycle 
of operation. 

Chromic acid, free of impurities by 
treatment with Illco-Way ionXchange 
equipment, increases conductivity, reduc- 
ing the load on rectifiers and generators, 
and provides a uniform plated surface. 
In addition, the plant problem of waste 
chromic acid disposal has been overcome. ke 
Literature describing Illco-Way equip- 
ment and methods sent on request. 


The entire second floor of this new 
structure is to be used for the new 
research and development and _ the 
customer service laboratories which 
will be ready for occupancy in 1954. 
These new laboratories will have the 
latest improvements for such facilities. 


New Vacuum Rhodium 
Coating Service 


The Serfass Corp.. 524 West Broad 
St.. Bethlehem, Pa.. has announced 
that it is equipped to apply coatings 
of rhodium to non-conductive and con- 
ductive materials by using the vacuum 
technique. Rhodium is being applied 
on a commercial basis upon glass and 
other non-conductive substances to 
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SOLVE YOUR 
- _ ~ PRECIOUS METAL 
PLATING 
PROBLEMS... 


Our Research Staff develop the anodes and the precious ed 
metal salts plating materials you need for best results.. z 
They also are available for consultation—to help mini- 
mize your costs or improve efficiency in your plating 
procedures. 

We think of both as equally important services and 
APW welcomes requests for either one or for both. No 
charge for the technical service—we just want to be sure 
you use it—freely. 


A partial list of APW plating products: 

A. A. SILVER ANODES 
POTASSIUM SILVER CYANIDE 
SILVER CYANIDE 
Cc. P. SILVER NITRATE 

Meets A.C.S. Specifications 
Write for information and current quotations 


THE AMERICAN PLATINUM WORKS 


231 New Jersey Railroad Avenue © Newark 5, N.J. 


meet specifications of transmittancy 
and hardness. 

The company is equipped to apply 
rhodium as well as other metals that 
can be vacuum deposited, such as 
aluminum, gold and sliver. The work 
is performed on a job basis. Some of 
the objects that have been coated are 


of blood, mirrors for optical appara- 
tus, reflectors for telescopes, glass go 
and no-go gauges, and glass bearing 
surfaces. 

Rhodium coatings when deposited 
upon glass and are subjected to baking 
hecome extremely hard. and the coat- 
ing, therefore, is ideal for making thin 
hard surfaces to resist wear or fric- 
tion. In addition to the vacuum coat- 
ing facilities, Serfass Corporation is 
equipped to measure reflectivity, 
porosity and transmittance of coatings. 


glass, microscope slides for analysis - 


The coating service is ava «le ty 
technical laboratories, indus! j\| 
ganizations and the general | ubjic. 
General office of the compan ig |p. 
cated at 442 Elm St., New Haven, 
Conn. Laboratory and produc icn fa. 
cilities are located at the above 
address. 


Allied Research Appoints 
Two New Representatives 


Allied Research Products. Inc... Ba. 
timore manufacturers of Iridite fip. 
ishes and ARP plating chemicals. has 
announced the appointment of two new 
field representatives for their Allied 
Research Sales Corp. W. O. Oshorne 
has been assigned to Cleveland to 
handle the northeastern Ohio-W estery 
Pennsylvania territory, replacing the 
Baker Distributing Co. Mr. Osborne's 
headquarters are at Suite 403. 150] 
Euclid Avenue, Cleveland 15. 

Earl H. Messmore has been assigned 
to Indianapolis and will handle the 
northern Indiana and northwest Ohio 
territory. Mr. Messmore’s headquarters 
are at 200 Standard Building. Fort 
Wayne, Indiana. 

Both men will handle all company 
finishes for corrosion protection and 
paint systems on non-ferrous metals, 
as well as their line of zine and cad- 
mium plating brighteners and other 
plating chemicals. 


Diamond Alkali Now Operating 
New Facilities 


More extensive, centralized storage- 
and-handling facilities to serve Dia- 
mond Alkali Co. customers in New 
Jersey, New York and surrounding 
areas have been completed and are 
now in operation at the companys 
Jersey City silicate plant, it was an- 
nounced today. 

In line with the company’s contin- 
uing policy of increasing customer 
service, the new construction provides 


.24,000 additional square feet of stor- 


age space for packaged chemicals. It 
consists of a steel frame-Transite sid- 
ing structure 200 feet long by 120 feet 
wide. A masonry wing, 21 feet by 52 
feet, attached to the east end, houses 
the employees’ locker room, lunch 
room, service quarters and office. 

For this expansion at the company s 
Tonnele Ave. property, land reclain- 
ing measures were necessary. Fill \a: 
added, and treated wood pilings were 
driven to support the concrete floor- 
ing. A double bowstring truss |) pe 
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roof tops the completed building. | 
yw. H. Evans, general manager of 
silicate operations at the company’s 


Cleveland headquarters, described the | EXTRA HIGH QUALITY 99.7+% PURE 


expansion as part of a company-wide | 
program to insure faster and better | 
cervice to all consumers of Diamond | 
Alkali chemicals. He added that a | \ 
similar project recently was completed | 
at the company’s Cincinnati silicate | 


TECHNICAL GRADE —FLAKE 


plant. 


International Nickel 
to Expand Mines 


The International Nickel Co. of 
Canada Lid., will begin work immedi- 
ately on large-scale expansion of two 
of its mines in the famous Sudbury 
District of Canada as result of a pur- 
chase agreement with the Defense Ma- 
terials Procurement Agency, it was 
announced recently by Edmund F. 
Mansure, administrator of DMPA. 

Mr. Mansure said that the new con- 
tract, which will add 120,000,000 
pounds of metallic nickel to U. S. 
supplies in a relatively short period, 
brings DMPA’s emergency program 
for nickel “close to completion.” 


| a 


Deliveries will start in about seven 
months and proceed at an average rate 
of 2,000,000 pounds a month for five 
years. The nickel will be purchased at 
the present market price, f.o.b., Fort 
Colborne, Ontario, plus an allowance 
for amortization and additional costs 
of production. 

As a result of the purchase contract, 
INCO, with its own funds, will open 


DEPENDABLY UNIFORM 


Our plant is modern; beautifully 
equipped; operated by men who ore 
proud of the product they make. 


FRIENDLY, PERSONAL SERVICE 


You can get a quick, unequivocal ‘Yes’’ 
or “No” on your Chromic Acid require- 
ments from interested owner-principals 
who value your business. 


We have yet to have a legitimate com- 
plaint on the quality of B.F.C. Chromic 
Acid. Its chemical analysis is as fine as 
its physical appearance! 


One Price. One Standard of Quality 
and Service to all—whether the market 
is short or long. Distributor Stocks in 
mony Principal Cities. 


BETTER FINISHES & COATINGS, INC. 


268 Doremus Avenue, Newark 5, N. J. 
122 Eost 7th St., Los Angeles 14, Calif. 


up large deposits of low-grade nickel 
and copper ore which had not previ- 


ously been included in the Company’s 
development plans. The big under- 
ground operation will involve the min- 
ing and processing of about 10,000,000 
tons of ore from the Stobie Section of 
the Frood-Stobie Mine and the Murray 
Mine. 

In addition to the 120,000,000 
pounds of nickel, the contract provides 
for the sale of 100,000,000 pounds of 
copper. The price for copper will be 
27 cents (Canadian), f.o.b., Copper 
Cliff, Ontario. 

With the contract announced today, 
DMPA has purchase agreements with 
private producers covering a total of 
520,000,000 pounds of nickel. The en- 
tire program covers a period of 10 
years. From the standpoint of the 
quantities firmly committed and the 
rate of delivery, the INCO contract 
is by far the largest of those signed. 


Enthone Holds Sales Meeting 


A photograph taken at the annual 
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spring sales meeting of Enthone, Inc., 
New Haven, Conn.. shows the organ- 
ization’s representatives from Cleve- 
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land, Chicago, and Los Angeles as 
well as those from the Eastern Sea- 
board and New England states. The 
meeting, which was held over the two- 
day period of May 21 and 22 at Lake- 
ville, Connecticut, was also attended 
by two representatives of R. O. Hull 


& Co., Cleveland. Ohio. 


Hooker Electrochemical 
Promotes Walmsley 


John T. Walmsley has been promo- 
ted to the Chicago and Midwest area 
as a salesman for Hooker Electrochem- 
ical Co. His headquarters will be at 
One North LaSalle St., Chicago, III. 

Mr. Walmsley has been with the 
company since 1950, first as a chem- 
ical engineer in the process study 
group at the Niagara Falls plant and 
later as assistant sales engineer at 
Tacoma, Wash. Since June 1952 he 
has been in the Niagara Falls sales 
office. 


Canadian Permag in 


New Location 


Canadian Permag Products, Ltd., 
presently celebrating its twentieth an- 
niversary, has opened a new plant in 
St. Lambert, Quebec, Canada, a sub- 


Edward Magnuson, 


left, Chairman of the 
Board, receives key for new plant from Presi- 
dent Allen A. Rylander. 


urb of Montreal. Three times the pres- 
ent land requirements have been pur- 
chased, to allow for anticipated growth. 

The new building houses the gener- 
al offices and all manufacturing facili- 
ties, with ample accommodations for 
carrying large stocks of finished com- 


pounds. They manufacture 
cleaning compounds and solve 


Kold-Hold Changes Name 
The Kold-Hold Mig. Co.. Lansing 


Mich., manufacturer of refrice-atioy 
equipment and products in the indys. 
trial and domestic heating fields, ha. 
announced a change in its corporate 
name to Tranter Mfg., Inc.. effective 
at once. James R. Tranter, Kold-Hold 
president and general manager who 
will continue in the same cajacities 
in the company that now bears his 
name, pointed out that the name 
change will have no effect on owner. 
ship of the company or its corporate 
structure. 

Kold-Hold was founded in 193) }y 
the late Ransom E. Olds, founder of 
the Oldsmobile and Reo motor car 
companies. Controlling stock in the 
company was purchased by Mr. Tran. 
ter in 1937. 

A Platecoil Division has been estab. 
lished to manufacture and merchandise 
Platecoil process heating and cooling 
plates, which were developed by the 
company about five years ago as re- 
placements for pipe coils in a wide 
variety of industries. 


istrial 


IF YOU PRODUCE 
PARTS THAT 
REQUIRE 
FINISHING 
OF ANY KIND 


This amazing 22-page 
booklet is guaranteed to 
open your eyes! Gives 
latest, up-to-the-minute 
facts — figures — photos on 
advanced barrel finishing. 
Shows how single unit in- 
stallation replaces from 2 
to 12 men—savings up to 
95% on almost all types of 
parts from large castings to 
small intricate parts. 


(he Supersheen 


AMERICA’S LARGEST MANUFACTURER OF ADVANCED BARREL _ 
FINISHING EQUIPMENT MATERIALS AND COMPOUNDS 


ALBERT LEA, MINNESOTA 


98 


Investigate today! Send for 
your FREE copy of Booklet 
No. B.7 today. 


PROMPT SHIPMENTS 
IMPORTED ELECTROCHEMICALS 


NICKEL SULFATE 
NICKEL CHLORIDE 
POTASSIUM CYANIDE 
CADMIUM 

NICKEL ANODES 
NICKEL CARBONATE 
ZINC CYANIDE 
COPPER CYANIDE 


IRITOX CHEMICAL COMPANY 
5 UNION SQUARE WEST 
NEW YORK 3, N. Y. 
Watkins 4-1977 
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‘trial ts oe Arrangements for the representation The new factory is a complete opera- 
3 News from California were made during conferences in Los ting and manufacturing unit. equipped 
: Angeles in May between James Gar- to produce 50 different salt bath com- 
. By ee Herr i land, vice-president of Chandeysson, positions and 15 types of industrial 
sing. —_—- and Alfred E. Perkins and A. D. Gas- pot furnaces. gas or electrically fired. 
ition kin, owners of Alert Supply. Alert also The plant is also set up for production 
dus. D. N. Eldred, handles a complete line of plating and — of welding and brazing fluxes. black 
has plating chemist. has buffing compounds and chemicals and _ oxide finishes and cleaning compounds. 
rate moved the Eldred various lines of shop equipment and — Charles A. Zavorskas has been named 
‘tive Laboratories from machinery. plant manager. 
Lold 791 East 15th St. io 
who 2314 East Eighth John Graham, formerly of Indianap- Louis Reed, sales engineer for Super- 
ities St.. Los Angeles,  gjis, Ind., is now owner of the Ambro chrome Engineering Co. of Los Ange- 
his where offices : and Plating Co., 7990 Santa Monica Blvd.. les returned early in June from an 
ane laboratory facilities Los Angeles. He acquired the plan eastern business trip during which he 
ner. have been establish- from George Ambro and is now opera- visited New York. Newark and various 
rate ed in the building occupied by Shep- ting it under the name of Graham _ other points. He held conferences with 
ard & Kent, Inc., distributors of plat- Plating Co. Graham specializes in Dr. C. B. F. Young and A.E.S. Presi- 
by ing and polishing supplies. Since leav- silver plating antiques, and nickel and dent Franklin J. MacStoker convey- 
"of ing the West Coast du Pont organiza- — ijvey plating medical instruments. _ ing the latter's good wishes to the Los 
Car tion some years ago, Eldred has served Prior to coming to Southern Cali- Angeles A.E.S. membership at the 
the the Southern California plating indus- fornia he served as foreman for R&S June LOth meeting. 
‘an try on matters pertaining to solution —_Pjaters in Indianapolis, a hard chrome — - 
control, Don Baudraud is his partner. job shop. Ambro is now employed in Minneapolis - Honeywell Regulator 
* the plating department of Joseph Co. has construction under way on a 
7 Alert Supply Co., Los Angeles, an- Fraser's West Los Angeles Plating Co. new factory in Gardenia. Cal... which 
nounces it has been appointed West reportedly will cost $2.000,000 and 
7 Coast representative for the Chandeys- 1 he A. F. Holden Co. of Detroit, employ some 2.000 persons. The new 
de son Electric Co. of St. Louis, Mo., Mich., and New Haven, Conn., in plant will house the appliance divi- 


manufacturers of generators for the 
electroplating industry. 


May opened its new western plant at 
3311 East Slauson Ave., Los Angeles. 


sion and provide expanded facilities 
for production of automatic controls 


NO ROUGH DEPOSITS = 
NO PITTING 


Service: Filters practi- 
cally any acid on alka- 
line solution from pH 0 
to pH 14; removes par- 
ticles down to one mi- 
cron in size. Strainer 
stops metallic objects. 

Design: Filter Assem- 
bly fabricated of stain- Distributors 
less steel 316, high tem- in Principal 
perature lucite, rubber- “‘** 


50-1500 GAL/HR | 
ANY ELECTROPLATING 
SOLUTION 


Tetally Enclosed Motor 
Portable—Wt. 60 Ibs. 
14” x 16” x 16” high 


Self-Priming 
MODEL LSIN-10 
Cap. 100 gal/hr 

H. T. Lucite 
Filter Assembly 


Stainless Pump 


lined, Haveg, or Sethrin* resin. Filter Tubes of cotton, Strongest part of the lining 
dynel, porous stone, or porous carbon. Pumps fabricated of 
Hastelloy, stainless 316, or plastic; centrifugal or self-prim- 


| STorTs’ lead welding specification includes 
ing. Motors drip-proof, totally enclosed or explosion-proof, | 


a multiple-layer welding technique which 
makes the welded seam the strongest part ‘ 
of the lining. Storts takes this way of mak- 
ing sure that your linings will have the 


110 or 220 volt, single or three-phase, 50 or 60 cycle, sleeve 
or ball bearing. Hose — 12 ft. inlet and 12 ft. outlet acid 
and alkaline resistant. Base — phenolic base on rubber tire 
ball bearing casters. 


Model Rated Capacity Overall Size Weight longest possible service life. Make the 
ASI-300 300 gal/hr 2’ x2’x2’ 125 Ib. | Storts lead shop your source for linings 
ASI-400 400” x? 135 ” with no weak spots. 

ASI-600 2.x2° x2 150 ” 

LSI-5 = x 12” 

LSI-10 oe 12” x 16” x 16” 40 ° 


38 Stone Street 
MERIDEN, CONN. 


*REG. APP. FOR 


Write for Literature 
74 Willoughby Street 
Brooklyn 1, New York 
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st? 


for water and wall heaters. floor fur- 


naces and central heating plants. 

Horace Smith, formerly chief chem- 
ist for Schlage Lock Co., San Francis- 
co, has been appointed technical ser- 
vice engineer in the laboratory which 
L. H. Butcher Co. operates in its Bay 
Area Branch for emergency solution 
testing and other testing services. Mr. 
Smith is quite active in the affairs 
of the American Electroplaters’ Society 
and has served as secretary of the 
San Francisco Branch for several 
years. 

The Barber-Webb Co. of Los Ange- 
les announces the introduction to the 
trade of Rigid Koroseal, a high im- 
pact strength product, which Allyn 
Webb, vice-president, described to 
METAL FINISHING as a corrosion resist- 
ant Polyvinyl chloride for use in plat- 
ing. Applications which Mr. Webb 
cited for the product include its use 
for tanks and tank linings. fume ex- 
haust systems, fans, fume heads, chem- 
ical piping, ete. 

The product is reported by its manu- 
facturers to have exceptional strength. 
Mr. Webb demonstrated for this writer 


that a laboratory pan of ;'y” thickness 
will support a 200 pound man. The 
company currently also makes polyes- 
ter and glass drums and similar items 
under the trade name of Acidrum. 


Jack Raskin, general manager of the 
L. H. Butcher Co’s. west coast plating 
supply divisions, reports the firm has 
started manufacturing a complete line 
of electrical equipment, including rec- 
tifiers. rheostats, line switches, revers- 
ing switches, and barrel equipment. 


Leonard Brooks has been appointed 
factory manager of Cannon Electric 
Co. of Los Angeles. The promotion 
climaxes Brooks’ 15 years tenure with 
the company during which he rose 
from a machine operator in 1937. 


J. M. Bowman, president of Bowman 
Chemicals, Inc., Los Angeles. announ- 
ces that the firm has installed equip- 
ment to produce liquid honed finishes, 
a method of surface finishing that uses 
abrasive powders, of various degrees 
of fineness, in a chemical solution and 
forced at high velocity through spe- 
cial nozzles against surfaces to be 
treated. 


Another project the firm is 4 srkino 
on, Mr. Bowman reported, is entif. 
cation coloring of metals, whe ¢ yy th. 
identification of small items, « ch < 
washers, screws, etc., can made 
visually with respect to size a) d type, 


E. T. Brown of Los Angele-, presi. 
dent of the Metal Finishing Assocation 
of Southern California, left for \Vash. 
ington, D. C., on June 12th to attend 
a meeting of the Industry Advisory 
Board on matters pertaining to the 
nickel situation. 


Harvey Hoisch has been appointed 
chemist on the L. H. Butcher Co.'s (os 
Angeles area technical staff. Hoisch, 
a graduate of the University of Califor. 
nia at Los Angeles, was formerly aff. 
iated with the Dartell Laboratory jn 
Los Angeles. 


The Southern California Branch of 
the American Society for Testing Ma. 
terials sponsored a dinner and techni- 
cal session at the Rodger Young Audi- 
torium, Los Angeles, on the night of 
June 5, to present a technical discus. 
sion on “Paint and Paint Materials” 
by James W. Bowen, sales manager of 


BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


Simplify your bright zinc plating 
Mitt ~ B 


as a constant cleanser and purifier 


Precipitate heavy metal impurities. 
Co-precipitate copper impurities, eliminating 
need for zinc dust treatment. 

Minimize need for decanting or filtering. 
Precipitate excessive carbonates. 

Reduce Brightener consumption. 


a 5-gallon can, $15.00; or a 15-gallon drum, 
$42.75, on 30 days’ approval. 


with 


GENERATORS It will: 
Anodes, All Kinds Tallow Nickel Salts 1. 
Brushes Rouge Copper Salts 2 
Buffs Emery Paste 
Chemicals Cleaners anks, All Kinds 
— Plating Barrels 
Tripoli Comp. Emery Polishing Wheels 3 
Acme White Finish Glue Polishing Lathes 4. 
195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. Tey 
FILTERS 

MAIZO LEA Buffing 

Drying & Polishing 

Materials PRODUCTS 


Sohur Products Co. /nc. 


Greensburg 7, Pa. 
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the National Lead Co.’s Los Angeles 


covery of cyanide from cyanide plating 


Buffing Compound Bulletin 


e jeidoscope of Paints,” using a oot Valuable information on these appli- buoy 00. Conn. 

h as panel paint museum as an accessory cations is contained in Bulletin No. - 

nade yisual aid. The discussion, which was 3865, an 8-page preprint of a paper _As —: addition to their series of 

type, supported with displays, covered past “Plating Waste Treatment” given by  ‘'* bulletins issued last ons the above 
and present trends in the paint indus- C. F. Paulson, Special Applications manufacturer has just issued Bulletin 


try. giving a number of examples of 
paint pigments and vehicles. 


(Concluded on page 114) 


Plating Waste Treatment 


The Permutit Co., Dept. MF, 330 
West 42nd St.. New York 36, N. Y. 


The treatment of electroplating rinse 
waters in industrial plants through the 
use of ion exchangers has been one of 
the most attractive methods considered 


Engineer of the company. 

Table, charts, cost and space com- 
parison requirements and other data 
supplement the material which de- 
scribes some of the forms in which 
industrially important metals can be 
economically recovered. 


Rectifier Plating Power Supplies 
Dept. MF, 


General Electric Co.., 
Schenectady 5, N. Y. 


A new two-color booklet describing 
their complete line of manually-con- 
trolled and automatically-regulated 
metallic rectifier power supplies for 


“4AHCO 


The bulletin contains inform- 


B-7 entitled. 
pounds.” 


Bufhng Com- 
ation about their complete line of 
grease bars, including among other 
types tripoli and white compounds. 


Copies available on request. 


Descaling Steel Sheets by 
Abrasive Blast 


American Wheelabrator & Equip- 
ment Corp., Dept. MF, 1150 South 
Byrkit St., Mishawaka, Ind. 


Descaling hot-rolled steel sheets by 
airless blasting and eliminating acid 
disposal problems are the topics dis- 


cussed in a new bulletin 914. Giving 


\ of in recent years for the elimination of electroplating and similar processes, an actual case history with perform- 
Ma. complex water pollution problems. has been announced as available from ance data, and illustrated by photo- 
“4 One of the most successful applications the company. graphs of the equipment employed, 
adi. of this process has been toward the The fully-illustrated, 16-page publi- plus a flow diagram of a sheet descal- 
of recovery of chromic acid from elec- cation, GEC-970 describes the advan- ing line, this bulletin shows how im- 
pd troplating solutions. Now, the process tages, applications, and operation of portant savings were made available 
has been extended to the treatment of the units and lists ratings, dimensions. to one company by airless blasting. 


mixed chromate rinse waters. the re- 


and specifications. 


because it was able to conveniently 


Never gets your goat 


_.++Monel is easy to fabricate 


Whatever your pickling equipment de- 
sign, you find your fabricator can easily 
make it of Monel®. 


| This tough, long-life, corrosion-resist- 
| ing alloy has excellent workability and } 
weldability and can be fabricated into 
any shape that is practical for a metal. 


| It is advisable to place equipment 
orders with your supplier well in ad- 
vance of scheduled use. Distributors 
of Inco Nickel Alloys can supply the 
latest information on availability from 
warehouse and mill. 


| Write today for your free copy of 
| “5 Way Savings...in Pickling.” 


| THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 


| 

/ 

life 
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employ hot-rolled steel in place of cold- 


rolled. 


Immersion Heater Catalog 


Cleveland Process Co., Dept. MF, 
7016 Euclid Ave., Cleveland 3, O. 


A new electric immersion heater 
catalog that features a section of appli- 
cation data for calculating the power 
requirements for heating processing 
tanks has been prepared by the com- 
pany. 

The data simplifies the problem of 
estimating heat losses, determining the 
correct KW needed and _ selecting 
proper heater size for tank capacity. 
With these factors accurately deter- 
mined, it is an easy matter to establish 
the most efficient and economical im- 
mersion heater installations. 

Clepco’s calculating guide also 
points out that all cleaning and finish- 
ing tanks should be automatically con- 
trolled since any change in room tem- 
perature, work processed, liquid level, 
etc., will affect tank temperature unless 
thermostatically held to required 
degree. 


Fully described in the new catalog 
are two types of electric immersion 
heaters manufactured by the company. 

A new, heavy duty steel-sheathed 
unit for heating non-corrosive liquids 
and mixtures has a nickel alloy resist- 
ance element covered by a quartz body. 
Low heat density protects both heater 
and liquids from carbonization or 
“frying.” The acid tank heater fea- 
tures a non-corrosive fused quartz 
body. High heat density is radiated, 
not conducted. 


Phase Contrast Microscopy 


Bausch & Lomb Optical Co., Dept. 
MF, Rochester 2, N. Y. 


A 16-page brochure describing the 
theory, practical applications, and 
equipment used in phase contrast 
microscopy has been published by the 
company. 

The technique covered in the Cata- 
log D-104 has many useful applica- 
tions in chemistry, mineralogy, indus- 
trial health (for making dust counts), 
metallurgy, and other fields. 

The brochure is illustrated with a 
number of diagrams and photographs, 


including 20 photomicrograp) 
under magnifications rangin: fro, 
210X to 9OOX. Four of the-e sho 
graphically the results obtain» 
phase contrast microscopy os 
pared with conventional Mic! Oscopy, 
Also included is a bibliograp|y 
phase contrast microsepy and relate) 
subjects. 


Vacuum Metallizing 


National Research Corp., Dejt. \If. 
Seventy Memorial Drive, Cambridge. 


Mass. 


Vacuum metallurgy is an established 


low-cost, practical process for indus. 
trial finishing. The thin brilliant coat. 
ings. usually aluminum. may be color 


tinted by transparent over-coats. 

The above company offers reprints 
of a recent article, “Economical Fip- 
ishing with Vacuum Metallurgy.” de. 
scribing the use of the vacuum metal. 
lizing process in manufacturing both 
plastic and metal parts. This article 
discusses all factors which must be 
considered in determining the applica. 
tions of this process to specific finish- 
ing or coating problems. 


easy to control . . 
entails costly delays. 


Save time 


Reduce Rejects 


Barrel Nickel Plating | 


with TRUE BRITE 
NICKEL BRIGHTENER 


Increase Production 


. cuts down on trouble that 


can be operated at a higher speed. 


gives unbelievable uniformity of deposit in re- 
cesses . . . brighter, white color. 


Write for FREE bulletin revealing tricks on improving 
your nickel plating and cutting costs. 


TRUE BRITE CHEMICAL PRODUCTS CO. 
P. 0. Box 31, Oakville, Conn. 


Has Advantages over Cadmium 
} 


—the metal it replaces! 
COST-WISE Uses 20% less tin than 


electrotinning, 60% less than 
hot dipping. Metal cost is about 
half that of Cadmium. 

PROTECTIVE-WISE Gives un- 
equalled corrosion resistance. 
Less porous than pure tin—out- 
performs zinc in salt spray tests. 


THROWING-WISE Areas usually 
difficult to plate are fully cov- 
ered with tin-zinc. 
SOLDERABILITY-WISE Surpasses 
even pure tin in ability to re- 
tain good solderability dur.ng 
storage. 

PRODUCTION-WISE Process is eas- 
ily adaptable to most types of 
plating equipment. No special 
precautions needed in prepara- 
tion of work. 


Tin Zinc is now free of government controls! 
Write for more details. 


METAL & THERMIT CORPORATION 
Chemical Division 


100 EAST 42nd STREET, NEW YORK 17, N. Y. 
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Rubber and Brick Tank Linings 


Vukem Products Corp., Dept. MF, 
Buffalo 


The above firm has issued an eight- 
page illustrated booklet on their cor- 
rosion-proofing service for tanks and 
equipment. The different membranes 
ysed in rubber lining tanks are given, 
each listed with its characteristics and 
advantages, as well as a membrane 
resistivity chart. The booklet also goes 
into detail regarding acid brick 
sheathings. 

The company will send copies of the 
bulletin on request, or will supply any 
additional information desired. 


Rubberized Abrasives 
Cratex Mfg. Co., Dept. MF, 81 Na- 


toma St., San Francisco 5, Cal. 


Presenting the adaptability, versa- 
tility and application of Cratex rubber- 
ized abrasives, together with complete 
specifications and prices is the inter- 
esting content of the new Catalog No. 
53, just issued. The new 8-page cata- 
log contains a most complete and com- 
prehensive treatise about rubberized 


Perma | Soluble 
Black Oil. 
Metal Additives 
Cleaners | 
Brazing | 
Flux , 
METAL FINISHING, 


abrasives on burring. smoothing and 
polishing operations and their use in 
industrial establishments. 


Safety Solvent Fact Sheet 


Octagon Process, Inc., Dept. MF, 
15 Bank St., Staten Island 1, N. Y. 

A 3-page fact sheet booklet on three 
tailored types of Klearall safety sol- 
vents has just been published. All 
have been expressly developed for 
cleaning electrical and mechanical 
equipment where fire and explosive 
hazards are present and toxic odors 
are objectionable. The booklet gives 
instructions for use and specifications. 
The three types are:— 

Klearall 90 — Fire Underwriter 
Approved, U. S. Coast Guard Certifi- 
cate No. 361, a low-cost product for 
general use. 

Klearall 95 — A super-dry type 
with very fast evaporation. 

Klearall 100 — Has long service 
life. Capable of considerable re-use. 


Resurfacing 


United Laboratories, Inc., Dept. MF, 
16801 Euclid Ave., Cleveland 12, O. 


two-color 


Publication of a new 


Apply 


brochure describing low-cost mastic 
floor resurfacing is announced. This 
new literature explains in detail all 
necessary proportions for mixing along 
with ingredients specified for certain 
jobs. Featured in the bulletin are the 
low-cost advantages of such materials 
along with suggested uses. ULI low- 
cost mastics are used both as a new 
surfacing over old concrete or wood 
floors as well as an underlayment for 
leveling floors prior to the application 
of tile. linoleum. etc. The material is 
claimed to withstand heavy loads in- 
side or out. 


Bulletin On Metal Cleaners 


Apothecaries Hall Co., Dept. MF, 
Waterbury 88, Conn. 


As a new addition to the series of 
bulletins on their finishing products, 
the above firm has issued Bulletin B-8 
entitled. Ahcoloid Metal Cleaners. This 
bulletin contains information about 
their complete line of cleaners for 
soak tanks. electrolytic cleaning, power 
washers, and tumbling barrels. Copies 
of the new bulletin are available on 


request. 


STANDARD RESEARCH, Inc. 
460A Grand Avenue, New Haven, Connecticut 


July, 


stainless steel 
springs 
blackened 
to government 
specifications 
in addition 
to all other 
ferrous metals Provides a lasting lining that withstands acids and caustics at 
~ room temperatures. A standby of Platers for over 25 years. Effec- 

Operating costs tively protects wood or steel tanks. Easily applied in your own 
reduced shop—just turn tank on side and fasten board on edge as illus- 
trated. Then heat Belke Rubberite to 300° F. and pour over surface. 
Surfaces to be coated require no special preparation but should be 
reasonably clean. 

When Rubberite cools, it has characteristics similar to soft rub- 
ber. Will not crack, scale, or run in the hottest weather. Write 
for complete information. 


| MANUFACTURING CO. 


am 947 North Cicero Ave. 


= EVERYTHING FOR PLATING PLANTS 
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Detroit Branch 


President L. C. Borchert called the 
meeting to order at 8:30 P.M. in the 
Hotel Statler with approximately 140 
members and guests present. 


Secretary-treasurer R. J. Racine 
read the names of four applicants for 
membership. All were unanimously 
elected into the Branch. He announced Candidate for third vice-president. 


that the Waterbury Branch of A.E.S. 


MOTOR CITY 
PLATING NEWS 


was offering at the National conven. 
tion in Philadelphia. Francis Eddy (of 
Chase Brass & Copper Corp.) as a 


Mr. Borchert announced the follow- 


Uitte 


WRITE 


PRECISION CONTROLLED 


e PREPLATING CLEANERS 
e RUSTPROOFINGS 


e STAMPING COMPOUNDS 


PLUS the help of experienced technicians who 
will work with you, right on the job to help you 
produce a better product at lower overall cost. 


CHEMICALS 


Walnut 5-4141 
6545 GEORGIA AVE. 


DETROIT, MICH. 
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ing ap pointments to Committees: 

Ass. Secretary-Treasurer — E. J. 
Kubis. 

Publicity Chairman — R. O. Watson. 

Ass. Publicity — Carl 
Anderson. 

Christmas Party Chairman — H. J. 
McAleer. 

54 Stag Day Chairman — R. H. 
Dudley. 

General chairman A. J. Emmerich 
announced that the first notice had 
been sent out and that all the other 
necessary preparations were being 
made for the biggest party yet, which 
is to be held at the Glen Oaks Country 
Club. 

The committee on History of the 
Branch was dissolved and Mr. Borchert 
commended Bert Lewis for a_ fine 


Chairman 


report. 

Mr. Borchert announced the death 
of Frank Richards of Chrysler Corp., 
past member of the Detroit Branch; 
and the passing away of Oliver P. 
Watts who did much for the science 
of electroplating. 

Educational chairman Fred Olm- 
stead opened the evening with a tech- 
nicolor film on the “Pacific Islands of 
World War II” filmed by the Chrysler 
Corp. Mr. Olmstead then introduced 
the principal speaker, John Durant, 
assistant to the director of research, 
National Research Corp., Cambridge. 
Mass. 

Mr. Durant began his talk on vac- 
uum metallizing by describing and ex- 
plaining the basic steps of the opera- 
tion. With a demonstration unit, Mr. 
Durant showed how simple the method 
was by coating some flashlight re- 
flectors and jewelry with a film of 
aluminum. 

The demonstration was accomplished 
by suspending the prepared pieces in 
an extremely high vacuum and _ the 
aluminum that was to form the coat- 
ing film was evaporated at high tem- 
perature near the center of the vacuum 
vessel in such a way that the evapo- 
rated metal traveled in straight lines 
to strike all the surface to be coated. 
The jewelry was rotated so that all 
sides would be coated. Although the 
filament was hot enough to boil alumi- 
num, the work stayed at room tempera- 
ture, 


It was explained that, while fully 
recognizing the process as competitive 
to electroplating, the installation of it 
in a metal finishing plant, it is under- 
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BETTER 
COMPOUNDS 


mean 
MORE 
PRODUCTION 
aud 
INCREASED 


PROFITS 


Thirty years of experi- 
ence developing and 
furnishing Polishing 
and Buffing Com- 
pounds to the Auto- 
mobile Industry and 
hundreds of allied 
metal working firms 
entitles us to solicit the 
opportunity of working 
on your polishing and 
buffing problems. 


WRITE US TODAY 


C. H. McAleer, 
President. 


§PECIALTIES, Inc. 


101 S. WATERMAN DETROIT 17, MICH. 
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ELECTRO-POLISHING 
CONCENTRATES 


. INCREASE 10 
_ BRIGHTENS . DEBURRS 


SAVE LABOR. 


OOTHS . 


Removal of metal can be controlled down to .0002 of an inch. 


COPPER ALLOYS. 
AUSTENITIC’ STAINLESS S 
MARTENSITIC_ STAINLESS 
CARBON STEEL...... 


WRITE FOR COMPLETE DETAILS 


Electro- -Glo COMPANY « 1428 $0. TALMAN AVE. » CHICAGO 8, | 


DISTRIBUTED BY 
BAKER DISTRIBUTING econ 
1105 W. Ith St., Cleveland 13, Ohio 


WAGNER BROTHERS, INC. 
400 Midland Ave., Detroit 3, Mich. 
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standably placed under the jurisdiction 
of the plating department. 

. The talk was concluded with the in- 
formation thai the resistance of vac- 
uum metal films to corrosion and abra- 
sion is only as good as the lacquer 
overcoating and, therefore, this pro- 
cess has a limited application at the 
present. 

After numerous questions. both gen- 
eral and concerning the application of 
this method, the meeting was ad- 
journed at 10:15 P.M. Refreshments 
were served following adjournment. 


Frederick B. Stevens Adds 
Hoff to Sales Staff 


The Metal Finishing Division, Fred- 
eric B. Stevens, Inc., Detroit, has added 
Robert H. Hoff to their sales staff in 
Southern Michigan. Hoff, a chemical 
engineer, was employed as a_ sales 
engineer by Grow Solvent Co., Detroit, 
before joining the Stevens organiza- 
tion. 

He attended the Illinois Institute of 
Technology and graduated from Uni- 
versity of Detroit. Hoff also served 
3 years as a Quartermaster with the 


Robert H. Hoff 
U. S. Navy during World War II. 
He is a member of the Detroit 
Chapter, American Chemical Society 
and American Electroplaters’ Society. 


McAleer Mfg. Co. Changes Name 


F. A. Weihe, Jr., president, an- 
nounces that the McAleer Mfg. Co.., 
has changed its corporate name to the 
Goodison Mfg. Co., Inc. 

The former company manufactured 


polishes. other protective ma enayg, 
and refinishing materials. aid indy. 
trial buffing and polishing co: ounds 
The new company will mavufacty, 
industrial buffing and polishing co, 
pounds exclusively. All products 
carry the Goodison name. 

Weihe. active in the chemical fielj 
for the last 30 years, savs that the 
company's management and personnel 
remain the same. and its own field 
organization continues to handle lj 
sales. Main office and plant are a 
4393 Orion, Rochester 
Mich. 


(Goodison). 


Brewer Rejoins 
Automotive Rubber 


Recently announced by R. L. Red. 
mond, vice-president of Automotive 
Rubber Co.. Inc., Detroit, was the re. 
turn of Arthur M. Brewer to the con. 
pany’s engineering staff. 

Brewer first joined the company at 
the close of World War II. He had 
served with the 9th Air Force in the 
European Theater. having flown 35 
missions in the famous B-26 “Mar. 
auder” light bombers. A graduate en. 
gineer, he spent two years as a sales 


YE Three New 


FERROLUM ANODES 


APP ANNOUNCES 


Developments 


| SAVE 
COSTLY 
OPERATIONS 


1 Permanently Rigid — Excellent 
e Conductivity — Lighter in Weight 


— Long Life — Economical. 


ENGLISH WALRUS 


AT LOWER PRICES 


FERROLUM GAS HEATER 


Low fuel cost, simple to 
operate, direct fired. Effi- 
cient, comyact, economical, 
simple to operate and install. 
Sturdy, excellent corrosion 
q resistance. 


LEAD PLATE HEATER 


cient. 


23-15 BORDEN AVE. 
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High efficiency, low steam 
pressure. Large heating sur- 
face — Economical and effi- 


*Ferrolum is bonded lead clad steel. 


KNAPP MILLS, INCORPORATED 


LONG ISLAND CITY. N. Y. 


WEST ROAD 


Polishing and Buffing 


All Metals 


Available in full Sides, half Sides, 
Pieces, Strips, Bobs and Wheels 
SCO English Bull Necks 

SCO English Buffalo 

SCO English Polishing OX Bends 


Available direct or through your local jobber 


SCO Importers 


Sole United States Agents 


$CO Importers 


STUART C. OLSEN COMPANY 


NORFOLK 1, CONN. 
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Arthur M. Brewer 


engineer for the company. working 
extensively in the electroplating field. 
He specialized in rubber applications 
to plating equipment; a phase in which 
his experience and knowledge was 
widely recognized. 


With the opening of the Korean 
conflict, Brewer, being a member of 
the 127th Fighter Wing of the Michi- 
gan Air National Guard, 


was again 


recalled to active duty. He saw 27 
months of service at the Lake Field 
Air Force Base near Phoenix, Arizona. 
There he functioned as a jet pilot-in- 


structor until his second, and most 
recent, release. 
Having resumed his association 


with the company on April 10, 1953, 
Brewer has devoted his time in de- 
veloping a variety of fields for the 
firm’s protective rubber applications. 


H-VW-M Appoints New 
Sales Representative for 
Western Michigan 


Hanson - Van Winkle - Munning Co.. 
Matawan, N. ‘J., manufacturers of 
electroplating equipment and supplies. 
announces the appointment of R. K. 
Martin as sales representative for West- 
ern Michigan. His field office will be 
at Grand Rapids with headquarters in 
Detroit. 

Martin H-VW-M from 
Merchants Chemical Co., Inc., where 
he was an industrial sales representa- 
tive for the past 3% years. He has 
worked with Allison Division of Gen- 
eral Motors as a test engineer, chemist 
and plating analyst; with Wright-Pat- 
terson Airforce Base as a chemist in 


sto 


R. K. Martin 


the research and development depart- 


ment of the electrochemical 


section: 


and with Wyandotte Chemicals, Inc., 
as an industrial service representative. 


Martin attended Wabash 


College. 


and took advance training in chemistry 


at the University of Dayton. 


Frieling and Lloyd New 
Wyandotte District Managers 


A. J. Frieling and M. L. 


Lloyd, 


FOR BETTER COPPER PLATING 


DAYBRITE 


ACID COPPER PROCESS 


Let DAYBRITE solve your COPPER PLATING prob- 


lems. Check these important, money-saving features: 


V_ Low Conversion and Operating Costs 


High Plating Speed 
High Degree Of Leveling 
Smooth, Lustrous Deposits 


45 


Color Buff or Brite Dip. 


DAYBRITE is time tested and proven. Write now fo: 


technical bulletin giving full details. 


DAYTON BRIGHT COPPER CO. 


1030 Valley St. 


METAL FINISHING, 


Ideal As Undercoat For Chromium After 


July, 


Bit 


Dayton 4, Ohio 


1953 


PLATING? 


YOUR PROBLEM 


HOLLAND 
SUGGESTS: 


Holland Periodic Reverse Current 
Unit; adapted for use with 
separately excited electroplating 
generators. Gives smoother and 
faster electrodeposits with finer 
grain and less porosity. 


Write for new Holland Equip- 
ment Catalog . . . complete 
with illustrated data and 
valuable information for the 
metal finishing field. 


HOLLAND & SONS, INC. 


MANUFACTURERS * DEALERS 


276 SOUTH NINTH ST. BROOKLYN, 
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A. J. Frieling 


effective June 1, became managers of 
Wyandotte Chemicals’ Boston 
Dallas district offices. 


and 


native of Grand 
Rapids, Mich., has many years of sales 
and administrative experience in the 
Detroit area. He served the company 
in Dayton, Ohio. before his transfer 
to a special home office assignment. 


Mr. Frieling, a 


Mr. Lloyd, a native of Pennsylvania. 
has several years of merchandising 


experience in Baltimore. and_ since 


M. L. Lloyd 


1949 has been a resident company 
representative in Roanoke, Va. 

Mr. Frieling and Mr. Lloyd trans- 
fer to Boston and to Dallas after com- 
pleting a three-month program at the 
company’s home office. 


Stevens Promotes Cummings 


The appointment of Guy A. Cum- 
mings to the newly-created position of 
assistant sales manager, Frederic B. 
Stevens, Inc., Metal Finishing Division, 


was announced recently by Stevens 


Guy A. Cummings 
president, W. J. Cluff. Cummings will 


direct sales activities for all Stevens 


automatic plating and__ processing 
equipment. Increased demand for auto. ti 
matic electroplating installations and cl 
Stevens expanding sales program in b 
the metal finishing equipment field is 
were the reasons given for the crea. Ww 
tion of this new position. c 
Cummings has been employed as a be 


sales engineer at Stevens for seven 
years. Prior to joining the compan ’ 


THE DAY 
is TOO 


SHORT! 


Solution Control \s Essenti 


Take advantage of \ 
out low cost ana- 


yy solutions to us 
or analysis. Imme- 
diate accurate re- 
port by air-mail. 


WRITE FOR INFORMATION 


KOCOUR 


al to Economy | | 


\ KOCOUR Test Sets are available for every i 


QUICK | 
plating use . . . designed to provide a 
—" \ simple time-saving test on plating, cléan- | 


ing, pickling, anodizing, and heat treat- 
ing solutions with dependable accuracy. 1 
lytical service. Send § No knowledge of chemistry 
calculations minimized. 


Always s 
TEST SETS from your 


co. 


required 


specify KOCOUR 


supplier! 


Chicago 32, 


METALLIZING NON-CONDUCTORS 


DICTIONARY OF METAL FINISHING 


BOOK ORDERS PAYABLE IN ADVANCE 


METAL FINISHING 
381 BROADWAY 


$2.00 PER COPY 


% 


CHEMICALS 
$3.00 PER COPY 


WESTWOOD, N. J. 


75 East “SS 
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4802 S. St. Louis Ave. | 
| 


PERIODIC-REVERSE UNITS 


Of the Finest 
Quality for 


PLATING 


In the Modern Way 
Write for Information 


UNIT PROCESS ASSEMBLIES, Inc. 


‘New York 3, N. Y 
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he was employed in the sales depart- 
ment of the Sperry Gyroscope Co. He 
js a graduate of Worcester Polytechnic 
Institute, Worcester, Mass. At present 
he is an active member of the Detroit 
Chapter, American  Electroplater’s 


Society and Engineering Society of 


Detroit. 


Industrial Wastes 


Edited by Willem Rudolfs. Published 
by Reinhold Pub. Corp., 330 West 
42nd St.. New York 36, N. Y. 1953. 
Price $9.50. 486 pages plus index. 


Prepared with the collaboration of 
17 experts, this book will be of value 


and fish food of the different chemi- 
cals employed in metal finishing pro- 
cesses is tabulated for the considera- 
tion of those plants discarding wastes 
into streams and rivers. In addition, 
the chemistry of various treatment pro- 
cesses and practical operational meth- 
ods are discussed. The specific subject 
of steel pickling wastes is treated in 
a separate chapter by Richard D. 
Hoak. Although only these two chap- 
ters. out of the 17 in the book, are 
concerned with the particular require- 
ments of our industry they are sufh- 
ciently detailed to warrant inclusion 
in the plant library in view of the 
growing importance of waste disposal. 


Book of ASTM Standards 


Published by American Society for 


ject index. two tables of contents and 
a complete index is available for all 
the volumes as a separate volume. 
Part 1. 
steel, electrodeposited coatings. and 


covers different types of 
test methods for corrosion. also weight 
and uniformity of zine coatings. Part 
2. covers non-ferrous metals and alloys, 
anodic and electrodeposited coatings, 
thickness and corrosion test methods. 
The test methods of most interest to 
platers include the microscope thick- 
ness test, salt spray and immersion 
tests. Standards for coating quality are 
detailed for the 
metal finishes. 


commonly applied 
Analysis of Aluminum Alloys 


Edited by G. H. Osborn & W. 


j Stross 2 ‘she “hemic ub. 
will to chemists. and engineers concerned Race St., rs 
— tically all phases of the subject. The wee . on-Ferrous Metals, 1359 plus index. 
and chapter on plating wastes by M. Gil. ?45°* $10.00. This volume surveys the analytical 
nm bert Burford and Joseph W. Masselli Of the seven volumes of ASTM methods for determination of copper. 
field is a very complete survey of the field standards, Part 1. and Part 2. are the magnesium, silicon, iron. manganese, 
crea. with most attention, naturally, given to ones of practical interest to the metal nickel, zinc, tin, antimony and chromi- 
cyanides. It includes a list of 88 refer- finisher. the former containing 291 um, in addition to a number of less 
he ences for those who wish to investigate standards and the latter 268. Each common elements. Many of the meth- 
_— the subject further. The toxicity to fish volume is complete with detailed sub- ods are new. some are modified meth- 
—Anodi 
jo | pick the right one DIFFERENT SMALL PARTS 
ZG’ 2 to do the best job AT THE SAME TIME | 
| Perforated spacer plates 
| We don't know what good a club in a) 
we CONTACT basket separate each bate 
2 | know what good Globe compounds during processing. Phat 
\ will do you—saving you time, labor, way, you save time because 
vse ; money! All Globe compounds are you can anodize different 
A saponifiable or water dis- LOCK-ON parts at the same time and 
ape | persible or both. They contain no * BOLT without mixing. And Nan- y 
~ troleum products or fillers. There- kervis baskets are built f 
eet et ervis baskets are built for 
fore: fest cleaning saves you time; you long years of service, too! 
; elimination of hand scrubbing, saves Write for Bulletin C-5. 
3 we | you labor: elimination of scratch, « SPACING 
a ALN longer buff life, minimum compound SLEEVE 
| breakage, use of inexpensive cleaners 
| Save _you_money! But let us show you 
-\ SPACER PLATES 
| Write for information and samples. o 
| 
BRISTOL RD. - WATERBURY 12, CONN. 
e 
§ GEORGE L. NANKERVIS CO. 
%, * METAL FINISHING EQUIPMENT 
19255 W. DAVISON DETROIT 23, MICH. 
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ods and a few are standard. established 
procedures. The methods described 
are stated to have been tested in in- 
dustrial laboratories and procedural 
details have been supplemented. where 


theory. The plating 
chemist wil probably find much help- 
ful information in this small book. 
which can be adapted to his specific 


necessary, by 


needs. 


STEWART A. MILLAR 


Stewart A. Millar, new products 
development engineer for the Detrex 
Corp. of Detroit, major manufacturer 
of industrial cleaning equipment and 
chemicals, passed away recently at the 
age of 27. Death was attributed to 
complications following a kidney ail- 
ment, 

Regarded as one of the most brilli- 
ant members of the Detrex engineering 
staff, young Millar was a key man in 
the development of ultrasonic metal 
cleaning equipment, recently announc- 
ed by the company. He was stricken 
fatally, shortly after returning from 
the West Coast where he had demon- 
strated ultrasonics at the Western 
Metal Show in Los Angeles and also 
before a meeting of the American Elec- 
troplaters’ Society. 

Born in Newark, N. J.. and raised 
in Nutley, N. J.. Millar first joined 
Detrex as a co-op student in 1945, He 
alternated his time for several years 


between the company and the Univers- 
ity of Michigan, where he was a stu- 
dent assistant and an employee of the 
Engineering Research Institute. He 
joined the company as a full-time em- 
ployee in January, 1950. 

He was a graduate of Redford High 
School. Detroit, and received his B.S. 
in chemical engineering from the 
University of Detroit. He was awarded 
his master’s degree by the University 
of Michigan. 

He was a member of Tau Beta Pi 
and Phi Lambda Upsilon, engineering 
honor societies. Millar, who made his 
home in Detroit, was married only 
recently. 


sociations and Societies 


AMERICAN ELECTROPLATERS’ 
SOCIETY 


Louisville Branch 


The regular monthly meeting of the 
Louisville Branch, American Electro- 
platers Society was held Thursday, 
April 16, 1953 at Korfhages Restau- 
rant 1482 Preston Street, Louisville, 
with a dinner served at 6:30 P.M. 
President Arthur A. Oertel opened 
the business and open meeting at 8:00 
P.M. with 28 members and guests 
present. 

Stanley J. Beyer, chairman of the 
nominating committee submitted a list 
of members for nomination as officers 
of the Branch for the 1953 fiscal year. 


contour. 


1666 Summerfield Street 


BUFFS FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 
RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 


We manufacture a complete line of buffs including full disc sewed, loose, 
polishing wheels and BIAS TYPE BUFFS. 


Dealer Inquiries Invited. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


Brooklyn 27, N. Y. 
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The technical sessions chia irmay, 
Stanley J. Beyer, reported that F way, 
Wild of the R. O. Hull Co. Cocky 
River, Ohio, will be the May s) cake, 
and the subject will be “Practi: a’ Use. 
of a Hull Cell. Also a General & \ecty;, 
Co. movie entitled “The of 
Thomas A. Edison” will be shown. 

A letter was reecived from executive 
secretary D. Gardner Foulke Stating 
that the Louisville Branch is No. | jy 
the third group competition of ney 
members. 

Arthur A. Oertel, with the assistance 
of T. K. Allison have completed the 
purchase of the 60 x 60 projector 
screen. The purchase price was $33.66 

The newly elected officers for the 
Louisville Branch A.E.S. for the 1953 
to 1954 fiscal year are as follows: 


President — P. H. Pate. 


First Vice-President — John W. 
Scholl. 
Second Vice-President — William 


W.. Francis. 
Secretary & Treasurer — Joseph (. 
Sterling. 
Librarian — Stanley J. Beyer. 
Sargeant-at-arms __ John Kehrer. 
Board of Managers — E. W. Eckerle. 
Arthur A. Oertel. 


Delegates and alternate delegates 
elected to the National Convention to 
be held in Philadelphia, Pennsylvania 
from June 15 to 19 inclusive are as 
follows: 

Delegates: Thomas K. Allison. 
Joseph G. Sterling, Stanley J. Beyer. 

Alternate Delegates: Arthur A. Oer- 
tel, P. H. Pate, Garland A. Logsdon. 

A. A. Oertel turned the meeting over 
to educational chairman, Stanley |. 
Beyer. After a brief talk, Beyer intro- 
duced Arthur Du Rose of the Harshaw 
Chemical Co., Cleveland, Ohio, as the 
speaker of the evening. Mr. Du Rose 
spoke on the subject of Lead-Tin Alloy 
Plating which may be summarized as 
follows: 

1. Lead-tin alloy plating is used 
exclusively on bolts, nuts and bearings 
and many other parts. 

2. 5 or 6% tin in lead deposit is 
very good and stands up fine under 
salt spray tests. 

3. Small glue concentrations in the 
tin lead alloy solutions are very im- 
portant and desirable. 

4. If high current density is used 
more tin will deposit in proportion to 
the lead on parts. 

5. Strip lead or lead-tin using sodi- 
um nitrate and caustic soda. Anodic 
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strip cam be used but the resulting smut 
must be removed before replating. 

6. A good lead bath composition 
iss Lead, 10 to 25 oz. per gal. Free 
HBF,. 4-3 to 8 oz. per gal. Boric acid, 
| to 2.5 oz. per gal. 

Slides were shown and narrated by 
Mr. Du Rose. Considerable discussion 
followed and he was given a rising 
vote of thanks for a very interesting 
talk. 

Refreshments were served — court- 
esy of the Harshaw Chemical Co. and 
the meeting adjourned at 10:00 P.M. 

J. G. Sterling 


Secretary and Treasurer 


Pittsburgh Branch 
Lapies NiGHT BANQUET 


The Pittsburgh Branch of the A.E.S. 
held its annual Ladies Night Banquet 
at the Sheraton Hotel on Saturday, 
May 2. Approximately 250 members 
and guests enjoyed a delicious ham 
dinner after which they were enter- 
tained by a very clever group of youth- 
ful musicians. 

L. J. Schmitt, Sr. presented the past 
president’s pin to our outgoing presi- 
dent, R. J. Goldbach. 

Every lady present received a useful 
gift. Several ladies were fortunate 
enough to win Westinghouse appli- 
ances as door prizes. 

The evening was spent in dancing 
and renewing the many friendships 
that we have made from year to year. 

Everyone present seemed to have 
had a pleasant evening and we all owe 
Bill Wilson and his committee a vote 
of thanks for their efforts in arranging 
a very successful party. 

The Branch held its last meeting of 
the fiscal year on May 14. 

Officers present were: Art Kaupe. 
R. Goldbach, Bob Varner, R. Schind- 
ler, G. S. Woodruff, L. J. Schmitt, Sr.. 
Ed. Washburn. 

Sixteen members enjoyed a dinner 
before the business meeting which 
started at 8 P.M. with approximately 
thirty-five members attending. 

Bill Wilson, chairman of the Ban- 
quet Committee, was glad to report 
that the banquet was a success finan- 
cially as well as socially. Rex Goldbach 
expressed the appreciation of the 
Branch to Bill and his committee for 
arranging a successful social affair. 

The treasurer was not able to attend 
the meeting and as a result we were 
not able to obtain a last minute finan- 
cial report on the Branch. 


METAL FINISHING, 


The secretary read the minutes of 
the executive committee meeting which 
was held on April 9. 

We were most happy to welcome 
three new members into the Pittsburgh 
Branch. They are: Edward A. Dantini, 
Standard Steel Spring; Frank D. 
Porter, Lowe Bros. Co.: George Kar- 
chella, Diversey Corp. 

Leo Schmitt then installed the new 
officers for the next year. After the 
installation the new president, Fd 
Washburn, took over the meeting from 
the very capable, now past president, 
Rex Goldbach. 

New Librarian, Myron Ceresa, re- 
ported that his committee has chosen 
a list of potential speakers and _ that 
the final arrangements should be com- 
pleted in the near future. 

We were sorry to hear that Bob 
W oofter has been ill recently and we 
all wished him a speedy recovery. We 
were also informed that one of our 
most active and well liked members, 
G. S. Woodruff, is leaving the Pitts- 
burgh district to assume new duties 
in the Detroit area. “Woody” will be 
sorely missed by all of us and our 
best wishes go with him. 

The Librarian then introduced the 
speaker for the evening, Dr. Henry B. 
Linford, Dept. of Chemical Eng., Col- 
umbia University, who chose as his 
topic “Evaluation of Cleaning Proced- 
ures.” It is quite evident that this re- 
search project is beginning to bear 
fruit and work that is being done will 
benefit all of us. Dr. Linford displayed 
charts and graphs which illustrated the 
merits of the spray evaluation method 


over other cleaning evaluation methods. 
An interesting question period fol- 
lowed the speakers address and the 
balance of the evening was spent in a 

social manner. 
R. H. Schindler 


Secretary 


Cincinnati Branch 

The meeting opened with 33 men 
present by president Carl F. Truman. 

The picnic committee reported that 
everything was all set to hold the 
Annual Stag Picnic at Devou Park. 
Covington, Kentucky on Saturday, 
June 27, starting at 1:00 P.M. It was 
moved, seconded and carried that the 
Dayton, Louisville. Columbus and In- 
dianapolis Branches be consulted on 
the possibility of having regional An- 
nual Education Session and Dinnet 
Dance. President 
Mr. Loveless to 
branches inviting them to a meeting 


Truman instructed 


write the various 
to discuss the regional affair. Truman 
instructed — the 
Charles Wise, the retiring secretary a 
letter of thanks for a job well done. 
Charles L. Wallace made application 
and was accepted as a student member. 
Ezra A. Blount, the editor of Prod- 
ucts Finishing was introduced as the 
speaker of the evening. He gave a 
very informative and interesting talk 
on conditions in Japan. illustrated by 
colored movies he had taken during 
his recent stay in Japan. The meeting 
was followed by a social hour spon- 
sored by the Gil-Ron Products Co. of 
Cleveland. 
William Young 
Secretary Cincinnati Branch 


secretary to write 


July, 


MANUFACTURERS OF ALL PURPOSE 


CLEANRITE 


METAL CLEANERS AND BURNISHING COMPOUNDS 
HAY CHROME SALTS—Increases Chrome Throwing Power 
GLO DIP—For Bright Dipping Copper, Brass and Bronze 
CAD BRITE—Liquid Brightener for Cadmium or Zinc 
NICKEL BRIGHTENERS—Easily Maintained Bright Deposits Assured 


Distributor for the Best in 
PLATING AND POLISHING EQUIPMENT AND SUPPLIES 


COMPLETE PLATING 


PLANTS ENGINEERED 


SERVICING THE FINISHING INDUSTRY — 1935 - 1953 


J HAY COW 


Cenk alized Manufacturers and Distributors 


M014 WEST PARKER AVE. 
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Hogaboom Receives “Order 
of the Pot” 


George B. Hogaboom, who needs no 
introduction to those in the plating 
field, has received an additional honor, 
this one from the New England 
branches of the American Electro- 
platers’ Society. 


George received the “Order of the 
Pot.” which is an award made only 
to past presidents of the A.E.S. The 
silver plating on the “Pot” and the 
engraving, which reads “First Presi- 
dent American Electroplaters’ Associa- 
tion,” were done by the International 
Silver Co. without cost, in recognition 


of his association with them. The pres- 


entation was made by Arthur Logozzo, 
also a past president of the A.E.S. 


We are sure we speak for the entire 
industry in saying “Congratulations 


“THERE’S NO TIME 


like the present” to improve your 
knowledge of modern electroplating 


edge easily and pleasantly through 
my unique home study course. Once 
gained you'll profit continuously 
from it. Write for the facts today. 
No obligation. Joseph B. Kushner, 
Electroplating School, 115 Broad St., 
Stroudsburg 13m, Pa. 


Reg. U. S. Pat. Off. 


For Hard 


USE 
Fialite 
ADDITION AGENTS 


Harder deposits. 

Increased throwing power. 

Less sensitivity to sulfate content. 
Exceptionally fine results plating any- 
thing calling for Decorative or HARD 
CHROME. 


For Nickel PLATING 


The one bath especially for 
plating DIRECTLY on ZINC, LEAD, and 
ALUMINUM; Brass, Copper, and IRON. 


ZIALITE CORPORATION 


92 Grove Street Worcester 5, Mass. 


techniques. You can gain this knowl- | 


George B. Hogaboom 


and keep up the good work” to the 
Dean of American platers. 


Chicago Branch 


Chicago’s May 8th meeting brought 
Ed Rinker, technical director of Sel- 
Rex Precious Metals, Inc., who read a 
paper on new techniques in bright gold 
plating. Mr. Rinker described a new 
gold plating bath which has greater 
stability, no nodular build-up on high 
current density areas and better metal 
distribution with less metal. One hun- 
dred Chicago members paid close at- 
tention to the presentation and after- 
wards examined many sample articles 
which had been plated with this new 
process. 

The membership committee under 
Elmer Olson continued their high rate 
of productivity by announcing five 
additions to Chicago’s rolls. The fol- 
lowing were elected to active member- 
ship: 

Jerome Kuderna, Scientific Control 
Laboratories; Jack Leichti, Wagner 
Bros., Inc.; Christopher Marzano, Ar- 
gonne National Laboratories; John C. 
Duke, Perfection Heat Treating Co.; 


Dan A. Zarlenga, Greenduck » oyels, 
Co. 
President Joe Andrus read a |\ette; 
from Ernie Lyons, Jr., forme: Chi. 
cago Branch member. who anncunced 
completion of his studies for his Ph.) 
degree. Ernie is now a professor 4 
Principia College at Alton, inojs 
where he is teaching electrochen istry. 
The original research done to eary 
his degree concerned electronic shells 
on metal ions and their relationship 
to plating bath efficiency. 
“THey WERE THERE” 

Doc Monaweck recently moved to 
one of Chicago's tonier suburbs, 
Riverside, Ill. — Fran Lanz now di. 
recting his extra energies toward civic 
improvement as a_ trustee for the 


village of Riverside — good to see 
Charlie Clindinin of Crown Rheostat 
again — Chicago Branch meetings 


continue to attract a goodly share of 
out-of-town visitors, among them Dict; 
Aikin and Lou Rague of Roth Plating 
in South Bend, A. S. Brumm of Kuehne 
Mfg. in Mattoon, and Deane Smith of 
American Plating in Des Moines — 
We helped Deane buy a derby hat 
which he informs us is the style in Des 
Moines for cutting the lawn — Paul 
Glab is now driving a Cadillac and 
has challenged the board of managers 
to audit his books — Paul insists that 
he bought it from the proceeds of his 
last raise as branch secretary — The 
height of sound competitor relation- 
ships was noticed when Ralph Belke 
and George Stutz, Jr., arrived arm. 
in-arm, ate dinner together and left 
the same way — they’re also neighbors 
in Lincolnwood — Jimmy August of 
Promat made an early appearance — 
Ed Ruzicka of Appleton Electric re- 
lieved of picket duty — the Kocour 
brothers, Orv and Les, in attendance 
— Tom Fallbacher of W. D. Allen Mfg. 
taking over where Dick Guetzow left 
off — George Duncan of Solvox Mig. 
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Doesn't YOUR product deserve a 


CD BUFFING COMPOUNDS 


The “Long Mileage” line for all finishing requirements 


CUD TUMBLING BARREL COMPOUNDS 


To keep pace with modern barrel finishing techniques 


WE INVITE YOUR INQUIRIES 


THE MOSHER COMPANY 


METAL FINISHING, 


15 Exchange St., Chicopee, Mass. 


July, 1953 
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ynd Bill Barron of Lyons Band Instru- 
ment — Art Bartmann of Bell & How- 
ell — Al D’Anna of Yale Polishers & 
Platers — E. W. Griese of Metalcraft 
and C. R. Silhavy of Tuttle & Kift — 
Ken Edstrom of Mall Tool and R. H. 
Fisher of Arrow Plating. 


INSTITUTE OF METAL 
FINISHING 


The International Conference on 
Flectrodeposition and Metal Finishing, 
sponsored by the International Council 
for Electrodeposition, of which body 
the Institute of Metal Finishing (Great 
Britain) and the American Electro- 
platers Society (U.S.A.) are prominent 
members, will take place in. or near, 
London in April 1954. Plans are being 
made actively to this end by appropri- 
ate Committees appointed by the In- 
ternational Council. 

The Technical Sub-Committee of the 
Conference Committee now invites 
authors to submit manuscripts which 
will be considered by the Publications 
Committee of the Institute of Metal 
Finishing for presentation at the Con- 
ference. 

Papers should preferably deal with 
work of an original nature in the field 
of Electrodeposition and Metal Fin- 
ishing generally. Manuscripts should 
be forwarded to the Honorary Secre- 
tary of the Institute of Metal Finish- 
ing, Dr. S. Wernick, at 32, Great 
Ormond Street, London, W.C.1. 


COPPER & BRASS RESEARCH 
ASSOCIATION 


Richard C. Diehl, president of Chase 
Brass & Copper Co., Inc., Waterbury, 
Conn., has been elected president of 
the Copper & Brass Research Associa- 
tion, New York, at the 3lst Annual 
Spring Meeting of the Association held 
recently at The Homestead, Hot 
Springs, Va. He succeeds William M. 
Goss, executive vice president of Sco- 
vill Mfg. Co., also of Waterbury. 


Richard C. Diehl 


Mr. Diehl became president of 
Chase, a subsidiary of Kennecott Cop- 
per Corp., September 22, 1950. Prior 
to becoming president of Chase, he 
spent his entire career in the steel 
industry. He was born in Defiance, 
Ohio and is a graduate of Ohio State 
University with the degree of Bachelor 
of Metallurgical Engineering. He spent 
seven years with Armco Steel Corp. at 
its Butler, Pa. and Middletown, Ohio 
plants. He then went to the Wheeling 
Steel Corp. where he was employed 
for 15 years, resigning as general 
manager of its Steubenville. Ohio plant 
to become president of Chase. He is 
a member of the American Iron and 
Steel Institute and the Association of 
Iron and Steel Engineers. Mr. Diehl 
is a Mason and an Elk. 

The following vice-presidents were 
elected: J. A. Doucett, A. R. Zender. 
M. F. Meissner, E. S. Strang, F. W. 
Sullivan, W. W. Sieg and F. R. Slagle. 
A. G. Wentworth was elected treasurer. 
T. E. Veltfort was re-elected manager 
and Bertram B. Caddle was re-elected 
secretary. These officers with Mr. Diehl 
will constitute the Board of Directors. 


Truly—Three Great Finishes! ! 


CHROMIUM - UDYLITE 
SHERARDIZING 


For over a quarter of a century build- 
ing and installing portable sherardizing 
furnaces and equipment: metal finishing 
and plating. 
We invite your inquiry. 
THE NATIONAL SHERARDIZING & 
MACHINE CO. 

OFFICE & FACTORY: HARTFORD, CONN. 


Foreign Representatives— 
Oliver Bros., Inc., 417 Canal St., N. Y. City 


SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing pore and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 


METAL FINISHING, 


July, 


1953 


NATIONAL ASSOCIATION OF 
CORROSION ENGINEERS 

The thirty-third thirty-fourth 
local sections of the Vational Associa- 
tion of Corrosion Engineers have been 
added in the rapidly expanding indus- 
trial region of the Pacific Northwest. 
Western 
board of trustees has approved forma- 
tion of the Columbia River Basin See- 
tion and the newly organized NACE 
Canadian Region has approved forma- 
tion of a British Columbia Section at 
Vancouver. 

Mark Adams of the State College 
of Washington will organize the Col- 
umbia River Basin Section. The new 
Canadian Section is the third to be 
organized in Canada this year. 

The National 
rosion Engineers now has more than 
4.300 members in the United States 
and abroad and has been growing at 
a rate of about 20 per cent a year for 
the past three or four years. 


The  association’s Region 


Association of Cor- 


HAMILTON MILLS 


be 

TURKISH EMERY 


For color and lustre beyond compare, 
fy INDIAN BRAND TURKISH E 
Suchanel by those who know the best. 

Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM C(O. 


CHESTER, MASS. 


? 


Y. 


“pH PAPERS” 


Accurate ph Values 
in a few seconds 
right at the tank. 


Indicator AND control-colors on SAME 
strip. Control-colors in steps of 0.2 pH 
and 0.3 pH. 


Plating ranges (200 strips per bex) 


Acid: Alkaline: . 
*4.8-6.2 pH 6.6- 8.0 pH 
*3.6-5.0 pH 7.3- 8.7 pH 
*2.4-3.9 pH 8.2- 9.7 pH 

1.0-2.8 pH 8.8-11.3 pH 
0.4-1.4 pH 11.0-13.1 pH 


*Electrometric Values in Nickel Solutions. 


Each range is boxed separately. 


PAUL FRANK 


118 East 28th Street NEW YORK 16 
Tel. MU 9-5286 
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NEWS FROM CALIFORNIA 
(Concluded from page 101) 


At the conclusion of Mr. Bowen's 
talk. a sound color film was shown, en- 
titled “Corrosion In Action.” which 
presented a graphic explanation of 
how corrosion acts to cause an annual 
loss of more than six billion dollars, 
and how this damage can be avoided 
and controlled. The film was prepared 
hy the Corrosion Eng'neering Section 
of Internationa! Nickel Co., Inc. 

Starting in Mid-May, various tech- 
nical service engineers attached to the 
L. H. Butcher Co.’s west coast opera- 
tions traveled to the home plant of the 
Udilyte Corp. and its subsidiaries for 
factory, laboratory and engineering 
refresher courses to indoctrinate them 
in new developments and projects of 
the parent company. 

The first of several groups of L.H.B. 
men who will undergo the traning dur- 
ing the summer left in May. and in- 
cluded the following: /rving Halpern, 
chief chemist, and Don Fish, Dean 
Williams, David Althouse and Frank 
Virgil from the Los Angeles office; 
Floyd Browing and Rice Coen from 
San Francisce; Floyd Sharts and Ken 
Humphries of Portland, Ore. The 
three weeks training course includes 
actual work in the Udilyte plant at 
Detroit, as well as in. the laboratory 
and engineering departments. Then the 
men are sent for similar indoctrina- 
tion periods to the plant of Roto Fin- 
ishing Corp. in Kalamazoo, Mich., and 
Frederick B. Stevens, Inc., Detroit. 


Southern California sales offices of 
the Permutit Co. of New York, have 
been moved to 302-B Brand Blvd.., 
Glendale, Cal. Facilities for sales and 
distribution of the company’s line of 
industrial and household ion exchange 


equipment and resins for water condi- 
tioning applications are part of the 
new Glendale set-up. 


Free Course in Electroplating 


The Fall term in Electroplating at 
the Brooklyn Evening Technical High 
School, 29 Fort Greene Place, Brook- 
lyn 17, N. Y., begins September 16, 
1953. Laboratory experiements include 
analyses of copper, nickel, chromium 
and silver baths. Additional labora- 
tory work provides the opportunity to 
perform Hull cell experiments, pH 
meter operation, thickness measure- 
ment by chemical methods of zinc, 
cadmium, nickel, chromium. Class- 
room discussion covers such topics as 
a review of the fundamentals of ele- 
mentary chemistry, tank area calcula- 
tions, specific gravity and Baume read- 
ings, wetting agents, brighteners, 
buffer agents, pitting. 

Registration begins September 14, 
1953 and daily thereafter from 7:00 
to 9:00 P.M. Classes meet Tuesday and 
Thursday nights, 6:45 to 8:15 P.M., 
plus about 6 Friday nights during the 
term. The term begins September 16, 
1953 and ends January 29, 1954. Ask 
for Mr. L. Serota in room BW17 or 
3E12. 


PATENTS 
(Concluded from page 77) 


Descaling Iron and Steel 


U. S. Patent 2.632.718. March 24, 
1953. N. H. Brodell, assignor to 
William Isler. 


In a method of descaling ferrous 
metal articles, the steps which consist 
in immersing the articles in a solution 
of a compound selected from the group 
consisting of completely oxidized poly- 


valent metallic halides and a). phatic 
and aromatic polyhalides to 
coating of said compound 0) 


said 
article. then heating the articles to 
temperature such that chemical 


change in the coating loosens the scale 

on said articles, and then quence hing 
the articles in a solution of a com. 
pound which breaks the scale away 
from the articles. 


Ammonium Chromate Rinse for 
Phosphate Coated Metal Surfaces 


U. S. Patent 2.634.225. April 7, 1953. 
H. J. Benzing, assignor to American 
Chemical Paint Co. 


In the art of finishing ferriferous 
and zinciferous metal surfaces. the 
method which includes producing on 
the surface a crystalline phosphate 
coating by chemical reaction with the 
metal, rinsing the coated surface with 
an aqueous solution containing as its 
essential ingredients for each 100 gal- 
lons of solution from 1 to 40 ounces 
of chromate expressed as CrQ, and a 
quantity of ammonia sufficient to yield 
a pH which is high enough to preclude 
the presence of free chromic acid, said 
rinsing solution being kept substanti- 
ally free of dissolved extraneous salts, 
drying the rinsed surface and then 
applying a siccative finishing coat to 
the dry surface. 


Rust Inhibiting Composition 
U. S. Patent 2,634,237. April 7, 1953. 


W. J. Kopf and L. C. Westcott, assign- 
ors to Shell Development Co. 


A rust inhibiting composition con- 
taining the following constituents in 
the following proportions: 


Per cent by weight 

0.001-2% 
0.01-5'; 
Balance 


Pb naphthenate 
Pentaerythritol monooleate 
Mineral oil 
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METAL FINIS 


SAMPLES AND PRICES 
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